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Advance Australia ! 


The arrival in this country of Volume I of 
the Proceedings of Institute of Australian 
Foundrymen is indeed a noteworthy occurrence, 
marking as it does a milestone in metallurgical 
history. All the British Dominions, except New 
Zealand, now possess technical associations de- 
voted to promoting the progress of cast metals. 
Canada operates as a Chapter or Branch of the 
American Foundrymen’s Association; South 
Africa has been particularly successful in creat- 
ing a strong branch of the Institute of British 
Foundrymen, reinforcing its usefulness by 
means of its official organ, the “ Engineer and 
Foundryman.” In July, 1938, Mr. A. A. 
Robertson, head of the Department of Metal- 
lurgy, Melbourne Technical College, addressed 
a circular letter to the local foundries. A week 
later, fourteen foundrymen met and chose a 
committee of four to study the question. This 
committee reported to a meeting held on 
August 24, 1938, putting forward a constitu- 
tion based on the Royal Charter of the Institute 
of British Foundrymen. This was perhaps only 
natural as the leading personality was Mr. 
W. T. Main, who is honorary corresponding 
member for Australia on the Council of that 
body. A _ provisional committee was elected 
with Mr. Main as the chairman. The inaugural 
meeting was held at the Kelvin Hall, Melbourne, 
on April 19, 1939, when the Constitution was 
adopted and the provisional committee was 
confirmed in office. During the first session, 
eight meeings were held, and the Papers pre- 
sented constitute, together with three additional 
ones read at the annual meeting, the major 
contents of the “ Proceedings.” At the end of 
a year’s work, half of which was carried out 
under war conditions, the membership totalled 
78, made up of 7 subscribing firms, 24 mem- 
bers, 39 associates and 8 students. This is a 
particularly good beginning, as obviously there 
has been but little time to interest the foundry 


executives of Sydney and those scattered 
throughout the Commonwealth, numbering al- 
together many hundreds. A commendable 
start has been made in the field of education 
and already a competition has been organised 
for the apprentice patternmakers and moulders 
studying in the Victorian schools. The Papers 
presented were of good quality and one by Mr. 
D. Clark, the chief metallurgist of the Com- 
monwealth Steel Company, Limited, is of out- 
standing merit. It contains some very useful 
hitherto unpublished data on the influence of 
zirconium on steel and the effect of heat 
treatment on mechanical properties of steel 
castings. A Paper of great practical value is 
that by Mr. W. Pola on “Some Points on 
Cupola Practice,” who has treated the subject 
from much the same angle as did Mr. Bartlett 
in his Paper of nearly twenty years ago on 
“A Day at Cupola.” All the rest of the 
Papers published come under the general classi- 
fication of “ descriptive,” though “ Non-ferrous 
Melting Practice,” by Mr. R. A. Cheers, does 
contain a quantity of material gained from 
his own practical experience. A Paper by Mr. 
G. P. Tinker, B.Sc., of Birmingham, on “ The 
Application of Electric Arc Type of Furnaces to 
Metal Melting” is useful as showing the rela- 
tive costs for various applications. No fewer 
than three Papers deal with British foundry con- 
ditions. ““ Recent Developments in the Foundry,” 
by Mr. M. Eady, is mainly a description of the 
Ruston & Hornsby foundry; “ Some Impres- 
sions of British Foundry Practice,” by Mr. N. 
Hosking, is mostly centred around the large 
Sheffield steelfoundries, and a Report on the 
International Foundry Congress, by Mr. W. 
Hanks, the official Australian delegate. “The 
Production and Uses of Pig-iron and Coke,” 
by Mr. E. Davies, A.S.T.C., and Mr. A. Coilins, 
A.S.M.B., who are metallurgists on the staff 
of the Broken Hill Pty., Limited, describes the 
plant and methods used at their works and the 
influence of impurities in pig-iron on cast iron. 
A straightforward, unbiased Paper on “ Sand 
Testing,” by Mr. H. A. Stevens, B.Sc., of 
the Scientific and Industrial Research Depart- 
ment, left the members in the obvious difficulty 
as to whether they should work to American 
or United Kingdom standards. A Report on 
this subject is expected from the Australian 
authorities in the near future and it may very 
well have reactions extending far beyond the 
confines of the Commonwealth. There seems 
to be a general desire to co-operate with the 
Institute of British Foundrymen, which is ob- 
viously held in the highest esteem, but to do 
this without complete affiliation. The resolution 
of such a problem would not seem very difficult 
of realisation. 

We have always cherished the hope that some 
association of foundrymen would some day 
produce a really good symbolic seal. The one 
selected by the Institute of Australian Foundry- 
men has done nothing to alter the situation, 
for it shows a blacksmith’s hammer, a tube 
suspended from a crane hook and what appears 
to be a crane running on a track spanning a 
scrap yard, the whole being surrounded by a 
gearwheel. Apart from this totally inappro- 
priate badge, we very cordially congratulate the 
President and Council on producing their first 
volume of Proceedings—the first publication of 
its kind in Australia. 
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Correspondence 


[We accept no responsibility for the statements 
made or the opinions expressed by our corre- 
spondents.] 


To the Editor of THe FouNpDRy TRADE JOURNAL. 


Moulding Practice for Hot Forming Dies 


Sir,—I read with interest the discussion on 
the above subject at the meeting of the Lan- 
cashire Branch of the Institute of British 
Foundrymen, held recently, and dealing with 
foundry problems, as published in your issue of 
June 12. 

I notice that Mr. Potts, in introducing the 
subject of castings for hot heading dies, men- 
tioned that the job consisted of a plain block 
of cast iron 13 in. diameter and roughly 15 in. 
long. He also stated that at first sight this was 
a very simple job, but I can assure him from 
practical experience that the casting of blocks 
of cast iron of this type, if they are to be close 
grained, uniform in structure and completely 
free from liquid shrinkage porosity throughout 
the whole mass of the casting, is far from 
simple. 
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As my name has been freely mentioned during 
this discussion I feel that I am at liberty in 
asking you to state the true facts, since there 
appears to have been some confusion in the 
mind of Mr. Potts and other speakers as to the 
actual information I gave before the Lancashire 
Branch some months ago. 

It will probably be remembered that I made 
some rather crude sketches on the blackboard, 
illustrating castings of this type and for the same 
application and giving two distinct methods of 
ensuring freedom from liquid shrinkage porosity 
irrespective of actual composition. 

Fig. 1 herewith showed the simplest method, 
using a large feeding head of the flared type, 
the design and dimensions of which must be 
ample to ensure supplying sufficient liquid metal 
for feeding the casting proper. In this case 
denseners may be inserted in the core or mould 
face which forms the die working surface. If 
the composition is correct these denseners are 
not usually required and I can assure Mr. Potts 
that much larger dies are being made without 
denseners provided the size of the feeding head 
and the composition of the metal is correct. It 
cannot be too strongly emphasised that the feed- 
ing head must be sufficiently tapered at a steep 
angle, in order to ensure that the metal therein 
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does not freeze before the heart of the casting 
proper has solidified. 

Fig. 2 showed an alternative method making 
use of heavy external chills. This is applicable 
in cases where there would be difficulty in part- 
ing off a large flared type self-feeding head. This 
illustration is self-explanatory. 

In both cases top running is essential in order 
to promote progressive solidification from the 
bottom of the casting upwards. The runners 
should be of the small drip type, placed round 
the top of the feeding head, or the top of the 
casting in the second case, so located to prevent 
the metal dropping on the small “cod” or core 
which forms the working face of the die. 

I am particularly interested in the figures 
quoted by Mr. Potts for the number of opera- 
tions obtained from these castings. The com- 
position I recommended at Manchester was as 
follows:—T.C., 2.28 to 3.2; Si, 1.8 to 2.4; Mn, 
0.8 to 1.2; S, 0.15 max.; P, 0.20 max.; Ni, 2.5 
to 2.8 (this nickel content applies to castings of 
3 in. sectional thickness and upwards; for light 
sections such as are used for die inserts, this 
figure should be reduced to 1.5 to 2.0); Mo, 0.7 
min. to 0.9; and Cr, 0.3 to 0.6 per cent. (the 
chromium may also be omitted in castings under 
3 in. sectional thickness, e.g., die inserts, etc.). 

I can assure Mr. Potts that this composition, 
when used for castings of the type described by 
him, will give a far greater number of opera- 
tions than the highest figure quoted by him. 
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Provided every precaution is taken to ensure 
complete soundness of structure throughout the 
mass of the castings, then five to seven cuts may 
be taken from each die, thus greatly extending 
the operational life. 

This information does not relate to castings 
produced in any one foundry, but is common 
to many foundries throughout the country at 
present. 

I also notice that Mr. Brooks during the dis- 
cussion pointed out that in the two analyses 
quoted by Mr. Potts a higher silicon figure was 
used in the nickel containing iron as compared 
with plain iron. Mr. Brooks was quite right in 
his recommendation that silicon should be re- 
duced as nickel is added, but when molybdenum 
or chromium are also used as components of 
the mixture, then the silicon content must be 
increased to counteract the carbide forming 
tendencies of these two latter elements. 

Perhaps I shall be excused for dealing with 
this matter at some considerable length, but I 
feel it is to the advantage of everyone that the 
correct information should be made available.— 
Yours, etc., 

A. E. McRae SMITH. 

Cheltenham. 

June 14, 1941. 


JUNE 26, 1941 


Institute of British Foundrymer, 
ANNUAL GENERAL MEETING 


The annual general meeting of the Institute of 
British Foundrymen will be held at the Mid- 
land Hotel, Manchester, on Saturday, July 12, 
The morning of that day will be occupied by 
Committee and Council meetings, which are 
open to members of the committees only. At 
1 p.m. there will be a luncheon to which mem- 
bers are invited to bring ladies and guests. The 
luncheon will be followed at 2 p.m. by the 
annual general meeting, and the presidential 
address will follow the induction of officers, 
At approximately 3.15 there will be two tech- 
nical sessions, at which the following Papers 
will be presented : — 


“American Synthetic Sand Practice,” by 
N. J. Dunbeck (presented on behalf of the 
American Foundrymen’s Association). The 
Paper will be presented by J. J. Sheehan, 
ARI Set, Adc. 

“Mould and Core Washes: Their Prepara- 
tion and Possible Methods of Testing,” by 
W. Y. Buchanan. 

“Moulding Steam Valve Lids for Marine 
Service,” by F. Hudson. 

“British National Specifications for Cast 
Iron,” by J. G. Pearce, M.Sc., M.LE.E., 
F.Inst.P. (presented on behalf of the British 
Cast Iron Research Association). 


Advance copies of these Papers will be circu- 
lated to all members of the Institute as soon as 
possible in advance of the meeting. 

Members who have not yet booked for the 
luncheon, and who desire to attend, should 
notify the assistant secretary, the Institute of 
British Foundrymen, St. John Street Chambers, 
Deansgate, Manchester, 3, at the earliest pos- 
sible moment. 








Book Reviews 


Jordans Income Tax Guide, 
Charles W. Chivers. Published by Jordan 
& Sons, Limited, 116, Chancery Lane, 
London, W.C.2. Price 9d. 

Divided in five parts, the last two of which 
are tabular matter, this little book should be of 
the greatest help to many of the two million 
fresh tax payers. Part II is the section which 
will be most consulted, as it details the allow- 
ances which may be claimed. The numerous 
examples given in Part III are particularly 
useful, not only to the private individual, but 
also the small foundry owner. 


If Your House is Bombed, by T. J. Sophian. 
Published by Jordan & Sons, Limited, 116, 
Chancery Lane, London, W.C.2. Price 1s. 
net. 

All the average person knows about the War 
Damage Act, 1941, has been acquired by study- 
ing the leaflet sent to all property owners and 
occupiers by the Government. After reading 
Mr. Sophian’s booklet, the reviewer is convinced 
that, although the subject was hardly explained 
in the leaflet, the more lengthy description now 
available is extremely helpful in obtaining a true 
perspective of the whole measure. Using 
simple language, the author has in four sections 
well covered the whole of the implications of 
the Act. 


compiled by 








lronfounders’ National 
Confederation 


At a meeting of the Ironfounders’ National 
Confederation, held last Tuesday, arrangements 
were made envisaging the complete scheme of 
reorganisation for the co-ordination of the em- 
ployers’ interest. The details of the full scheme 
will be dealt with in the near future. 
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end of the test. They are not superficial stains, 

Brake Dru ms but penetrate deep into the cracks. They are 

oxidised iron, and, where present, the surface 

of the iron and the cracks are actually coated 

GREY CAST IRON AND MEEHANITE with heavy deposits of magnetic oxides of iron, 


indicating the high degree of temperature to 


which these drum surfaces are exposed in ser- 

By OLIVER SMALLEY, O.B.E. von ™ 
Fig. 22 exhibits a section through the wear- 
(Continued from page 407.) ing surface at a magnification of 100 times, 


illustrating the form and depth of the thermal 


: cracks, also the coating of oxide along the side 
Brake Drum Test No. 2 thermal checking, but would have a poor scor- of the main crack. Fig. 23 shows an etched 
The analysis of these drums was as follows: — ing value. Fig. 21 shows the surface of the section through the wearing surface of the 


T.C, 3.48; Si, 1.89; Mn, 0.94; P, 0.17; S, 0.104, drum after the finish of the test, indicating quite cracked drum after thermal testing magnified 
and Mo, 0.75 per cent. The Brinell hardness a marked thermal checking. In fact, this par- 500 times. The areas of decarbonised iron and 
of the actual drums ranged between 207 to 219. ticular kind of drum stood up only fourth, but the extent that heating has influenced the original 





Fic. 19.—DISTRIBUTION OF GRAPHITE FLAKES, MOLYBDENUM, Fic. 20.—SAME AS Fic. 19. (Mac. 500.) 
FERRITE AND FINE PEARLITE. (MAG. 100.) 


Figs. 19 and 20 reveal a generous quantity of showed up with an exceptionally good rating in structure is apparent. Fig, 24 shows the same 
well distributed graphite, and patches of molyb- resisting scoring. The dark smears shown in section magnified 1,000 times, and better re- 


denum ferrite around the graphite flakes, Fig. 21 appeared in all the drums toward the veals the thermal cracks following the flakes 
the remaining material consisting of a fine pear- 
ah ara 





litt. Such a structure should, in the absence 
of alloys, possess an exceptional resistance to 







. : ; 
Fi;. 21.—SuRFACE OF DRUM AFTER No. 2 TEsT, Fic. 22.—GRAPHITE STRUCTURE AT FACE OF Fic. 23.—ETCHED STRUCTURE OF FACE OF 
SHOWING MARKED THERMAL CHECKING. DruM after TEST. WORKING SURFACE OF DruM after TEST. WORKING SURFACE OF 
DRUM ON RIGHT. (Mac. 100.) DruM ON RIGHT. (Mac. 500.) 
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of graphite, the extent of decarbonisation along 
the cracks, and the heavy deposit of oxide of 
iron, both on the surface of the drum and pene- 
trating into the cracks. This study would indi- 
cate that while large quantities of graphite may 
help in improving the life of a brake drum 
against thermal checking, this is only true when 
the graphite is well distributed and is not in a 
massive and continuous form. 





Fic. 24.—MICROSTRUCTURE OF DRUM FACE 
THROUGH THERMAL CRACK. WORKING SUR- 
FACE OF DRUM ON RiGHT. (Mac. 1,900.) 





Fic. 28.—DruMm No. 19 AFTER DYNAMOMETER 
TEST. 
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Fic. 25.—SHOWING STRUCTURAL FORM OF 


GRAPHITE IN ACTUAL Drum. (Mac. 100.) 





Fic. 26.—SHOWING STRUCTURAL FORM OF 
(Maa. 100.) 


GRAPHITE IN ACTUAL DRUM. 
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Fic. 29.—UNETCHED STRUCTURE THROUGH 
WEARING SURFACE OF DRUM, SHOWN ON 


RicHT. (Mac. 100.) 
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Brake Drum Test No. 3 

For the completion of this study it is propesed 
to consider a brake drum iron made to the o her 
extreme—that is, with a total carbon of 3 per 
cent. and having tensile properties approac!:ing 
18 tons per sq. in. In practice other than hat 
to be associated with Meehanite, the foun:iry- 
man compensates for the hardening effect of the 
reduced total carbon content by the use of 
silicon. A series of drums from such an ‘ron 
was made to the following chemical analysis : — 
T.C, 3.03; Si, 2.09; Mn, 0.8; P, 0.104; and §, 
0.068 per cent. This is a good analysis, and 
the finished drums had a Brinell hardness of 
wate 

The structural form of the graphite in an 
actual drum is depicted as shown in Figs. 25 
to 27. The quantity of graphite is shown to 
be a good deal less than found in the drums of 
Tests Nos. 1 and 2. The graphite now appears 
in small thin flakes or small nodules. Such a 


(Continued on page 427.) 





Fic. 27.—SHOWING STRUCTURAL FORM OF 
GRAPHITE IN ACTUAL Drum. (Mac. 1,000.) 


Fic. 30.—ETCHED STRUCTURE THROUGH WE \R- 
ING SURFACE OF DRUM, SHOWN ON RIGHT. 
(Mac. 500.) 
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Foundry Mechanisation and Equipment’ 
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By J. McLURE RENWICK 


Stock Hoppers 

The sand from the live screen falls into the 
stock hopper. This should have such a capa- 
city that the system sand should not be used 
more than three times a day. It has sometimes 
been said that the larger the capacity of the 
stock hopper the cooler the sand discharged 
from it. This is not so. Actually, it is found 
that the sand has a much more even water con- 
tent at the discharge when left in the stock 
hopper for, say, two to three hours, and the 
control of moisture becomes easier. This is 
most important in continuous casting plants. 

In many installations, and in America parti- 
cularly, the stock hopper is on the conditioned 
sand side of the installation because the whole 
of the sand used in the plant does not go 
through the mill. One portion is diverted to 
the mill and the greater part simply taken 
through an aerator, after screening, direct to 
the individual hoppers over the machines. 
There are two hoppers to each machine—twin 
hoppers—one feeding facing sand and the other 
backing sand. This arrangement, likewise, 
necessitates two overhead belts. 

In such installations the volume of sand is 
enormous and the idea is to recondition only 
what is required for facing sand. Very often, 
too, synthetic sand is used, so actually the addi- 
tioning of pulverised clay is made to the facing 
sand only. This makes for economy, but over- 
seas this question is not envisaged, for the 
volume of sand is ordinarily very low, compara- 
tively speaking. 

The sand is removed from the stock hopper 
usually—and to-day mostly—by means of the 
rotary feed plate. This arrangement permits of 
having scraping ploughs which give accurate 
adjustments for the sand feed to the mill. 
Under certain conditions the discharge is made 
direct into the mill. This arrangement is quite 
acceptable if the new sand is added through the 
knock-out grid or on to the knock-out grid 
conveyor. 


Clay, Coal Dust and Water Additions 


Ordinarily, however, it is good practice to 
have a conveyor belt between the stock hopper 
and the mills, for if it is desired to add pul- 
verised clay and/or coal dust, the best place 
to do so is just before the sand enters the mill. 
The apparatus used for these additions is very 
often made up of a cylindrical container with a 
small rotary feed plate beneath it, complete with 
draw-off plough to adjust the feed. According 
to the type of mill used, the water is added 
either on the belt feeding the mill or into the 
mill itself. 

It will be appreciated that since water must 
be added, it is highly important that the sand 
coming to the mill from the stock hopper must 
have as even a water content as possible to 


_ peaks in the percentage of moisture 
cnart. 

The sand is now taken up another elevator 
or belt to the overhead belt. If ever it was of 


Primary importance to lift the sand carefully, 
itis at this point. The sand is now in a con- 
dition for packing, and if it is lifted by any 
ordinary elevator, as already explained, the sand 
would be packed before it left the elevator. In 
such a case, no matter how carefully the sand 
Was jolted in the moulding machine, uneven 
packing would result with the usual disastrous 
efiects on the finished castings. This again 
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proves the necessity for well designed elevators. 
For very light castings, and very often in stove 
plate work, it is usual to place an aerator be- 
tween the elevator and the overhead belt, to 
open the sand as much as possible before it 
enters the individual hoppers over the mould- 
ing machines. 


Push-Plate Conveyors 

The overhead conveyors are of two types— 
the flight or push-plate type, or just the ordinary 
duck rubber-covered belt. The push-plate type 
has the advantage of permitting more even feed- 
ing to the individual hoppers. The trough 
through which the push-plate operates has an 
opening and register to adjust the feed, but in 
some cases the register door is dispensed with. 
This means that all the hoppers are kept full in 
order, starting from number one onwards. With 
the register in service, a little sand goes into 
each hopper at a time. 

The trouble with the ordinary conveyor belt 
is the regulating of the flow of sand into the 
hoppers. The sand can overflow from a hopper 
in this arrangement, whereas in the push-plate 
type this cannot happen, for the hopper is 
covered and the overflow is carried to the end 
of the conveyor. Some contend that the push- 
plate conveyor causes the sand to ball up in its 
passage along the trough. 

In an installation where the sand from the 
mill was being distributed over both a belt and 
a push-plate conveyor, known volumes of sand 
were removed from each conveyor at the over- 
flow, and no appreciable difference was found 
in the weights. 


Sand Hoppers 

The hoppers over the moulding machines 
prove a source of trouble, for, do as one likes, 
sand will stick in the hoppers. The mouth- 
pieces are usually of the clam type and one side 
of the hopper is made vertical. Some makers 
have resorted to a design where the sides are 
vertical and all parallel. If they are made short, 
they do not contain enough sand—in one case 
there was only enough sand for two boxes—if 
they are made very long, it is difficult to control 
the flow of sand into the box, and there is con- 
siderable sand spill on the floor. This spill 
must be collected and shovelled into the boxes 
and there is loss of time. The angle of the 
hopper sides should never be less than 15 deg. 
to the vertical. In a recent case twin hoppers 
were used, and this critical angle was not re- 
spected—the result was that a man had to be 
kept employed running on a special gangway 
from hopper to hopper, poking the sand to get 
it to move. 

It is a common practice on the Continent to 
fix a vibrator to the side of the hopper in such 
manner that, if the sand does not flow with the 
clam mouthpiece opened for an ordinary supply, 
then, by opening a shade wider, a bracket on 
one half of the clam mouthpiece presses on an 
air cock, permitting the passage of air to the 
vibrator. The vibrations loosen the sand; but 
if the vibrations are excessive, the sand packs 
up as it would in a box with jolt. As soon as 
the sand moves, the vibrator should be put out 
of action. 

Great difficulty has been experienced in stock 
hoppers where the sand was excessively hot, 
and it is said that the hoppers have been glazed 
inside, as is done in milk tanks, and—in the case 
of the individual hoppers—vitreous enamelled, 
but without great result. A firm in America 
is supposed to have lined the inside of the stock 
hopper with elm with good results. It is not 
known how true this is. 
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Spillage Conveyors 

Spillage of sand from the moulding machines 
was referred to earlier, and the collection of 
such spillage by underground belts. In very 
important foundries, and where there are two 
sands, facing and backing, the underground belt 
system may have its good points, but anything 
underground in a foundry beyond essentials is 
to be deprecated. Where all the sand is com- 
ing from the mill, which has a capacity com- 
patible with the installation, it is fatal to have 
a grid around the machine; for the operator of 
the moulding machine does not worry about his 
spillage, and probably draws off enough sand 
for one and a half or two boxes instead of for 
one box. The result is the mill is overloaded 
and bad sand results. 

Again, when the sand is collected, it is often 
discharged into the boot of the elevator at the 
knock-out grid, or even led by special conveyor 
into the stock hopper. It is impossible then to 
control the water content or new sand addi- 
tions. The knock-out feed is sometimes irregu- 
lar, and it is found that varying volumes of 
new sand and old sand completely upset the 
otherwise good working conditions of the plant. 
Actually, a particular plant was not giving satis- 
faction for the aforementioned reasons, and 
when the grids around the machines were sup- 
pressed, it worked quite satisfactorily. 


Position of Moulding Machines 

The moulding machines are usually arranged 
to work in pairs, and the distance between them 
has some relation to the speed of the mould 
conveyor. The idea is that, when one operator 
makes the drag box and places it on the mould 
conveyor, it arrives at the machine making the 
cope in time to be closed. In some cases, when 
coring has to be done, either the mould is 
drawn aside as in the case of motor-car cylin- 
der heads, or the machine making the copes is 
far enough down the line to permit of coring. 
All this is a matter of organisation. 

The machines are either placed between the 
conveyor flank or outside of them. In the 
former case less space is taken up and the 
operators work undisturbed, and those placing 
the cores in position sit outside the flanks and 
are fed from the core shop direct. When the 
machines are on the outside flank, those insert- 
ing the cores are usually found on the inside 
flank, and this necessitates stepping over the 
mould conveyor. 


Mould Conveyors 

Mould conveyors are of different types, the 
most popular being the plate conveyor. The 
other type, the pendulum conveyor, takes away 
a good deal of light around the machines. 
Overseas this is a distinct disadvantage, and in 
this country it would cause shadows to pass in 
front of the machines most of the day, which 
would be distinctly annoying to the operators. 

The plate conveyor has to be designed with 
plate size to accommodate the range of boxes 
in use, take all the production in moulds, and 
leave space for charging opposite each machine. 
Yet it must have a length and speed to permit 
of a sufficiently long cooling time and still brjng 
the boxes back to the machines quickly enough 
to enable the operators to maintain steady pro- 
duction. This problem is sometimes very com- 
plicated, especially in railway installations, where 
heavy locomotive brake blocks are being cast 
at the same time as small electrical fitments 
weighing a pound or less. The design in such 
a case provides for allowing the heavy mould 
to make the circuit twice before discharging at 
the knock-out grid. In. special cases, bye- 
passing is done sometimes for cooling, some- 
times for coring, as previously mentioned. 

In non-ferrous foundries, the plates are re- 
placed by a frame on which are hinged at the 
inside edge mild steel plates covering the frames, 
and runners are fixed on the outside edge of 
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the mobile plate. When the plate reaches the 
pouring section, the runner meets a ramp which 
causes the plate to tilt, giving the desired pour- 
ing angle to the mould. The wheel runners 
are adjustable to permit of varying the pouring 
jangle. 

In some cases, where boxless moulds made in 
snap flasks or otherwise are exclusively used, 
the practice is to tilt the mobile plate sufficiently 
.to cause the moulds to slide off on to the knock- 
out grid. The task of the men at the knock- 
out amounts to the simple job of removing the 
castings and chasing the sand down the grid. 
A jarring grid can be used to eliminate the 
necessity even of chasing the sand, but this is a 
noisy machine and very irritating to the opera- 
tors of machines close at hand. 

When boxes are used, the method of pushing 
the moulds off the conveyor plate by means of 
a pneumatic ram is sometimes employed. In 
such cases, however, it is found expedient to 
install a pendulum conveyor for the return of 
the empty boxes to the moulding machines. 
This type of installation represents a very high 
Overhead or writing-off charge, and it is clear 
that only in very special’ cases could a firm 
afford to lay down such a formidable foundry 
‘and make it pay. One consulting engineer 
stated that he was called in to report on a par- 
ticularly complete plant which was not showing 
a profit. He found that, when the moulds were 
made by hand, they cost 4d. per box. but when 
‘made in the mechanised plant and all charges, 
including running, upkeep and writing-off costs 
‘were added—and this in spite of a normal out- 
put—the boxes were costing 44d. per box. This 
fact is mentioned because mechanisation in the 
foundry should be kept down to its simplest 
expression, at least for the initial installation; 
and it should only be added to, or made a de 
luxe model, one might say, when it has been 
proved that the initial layout is yielding econo- 
mical results. 


in Pouring Station 

€ pouring point is usually at the opposite 
end of the same flank of - eee Pe soe 
on which the operators lay the moulds. The 
time between pouring and the arrival of the 
mould at the knock-out grid is usually called 
the “cooling out period,” and if 10 min. or 
more is required, then this distance divided by 
the speed of the conveyor gives the cooling 
time. The conveyor speed is sometimes made 
variable, either by using a three-speed motor or 
by Incorporating a variable gear. In a recent 
installation the speeds varied from 5 to 15 ft. 
per min. to meet special requirements. 


Melting Plant 

It is obvious that if a continuous mechanised 
plant is to be fed, special cupola arrangements 
must be made. In some cases two large ladles 
are used, and by means of a well-designed 
monorail the moulds are poured from these. 
While one is pouring, the other is filling. 
Sometimes a cupola with a bottom spout is 
used, and the discharge from the cupola is made 
into a tilting ladle placed under the cupola. 
Small ladles are used for the pouring and are 
filled from the tilting ladle. 
; The syphon brick is likewise used. This is, 
in reality, a form of tea-pot spout, but designed 
to avoid chances of freezing in the cupola 
when lighting up. Its design is essentially of 
brick form. Three holes are made in the face 
of the brick, the two top ones communicating 
with a vertical channel in the centre of the 
brick; and at the bottom end this channel meets 
the bottom hole which passes horizontally 
through the entire brick. The brick is inserted 
in the cupola so that the bottom hole is opposite 
the ordinary spout hole, the lining being built 
around the brick and the usual ganister protection 
added as in an ordinary cupola. The cupola shell 
is cut out to clear the two other holes above the 
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spout. When starting up, some 10 to 12 Ibs. 
of metal are drawn from the bottom hole or 
ordinary spout hole. The hole is botted in the 
usual way and the spout built up to the level 
of the second hole. When the metal appears 
here, some 40 lbs. is drawn off, and this can be 
poured into moulds which do not require very 
hot metal. After this amount of metal has 
been drawn off, this second hole is botted and 
the metal rises in the cupola to the level of the 
third hole; meanwhile the spout has been built 
up to the third hole. When the metal com- 
mences to come over here it is now hot enough 
for most work, and general pouring can be 
commenced. However, the metal should be 
allowed to run for about one and a half hours 
before operating the register in the blower pipe. 
This is a simple register of the guillotine type 
and is designed to shut off the air at will with- 
out actually stopping the blower, which 
obviously must be of the fan type. After 
running for a steady hour and a half, the metal 
flow can be stopped at will by merely closing the 
register and shutting off the air, and when 
further metal is wanted the register is opened 
and the air pressure brings over the metal. The 
idea is that as each man empties his ladle, he 
draws his metal from the cupola as required to 
fill the moulds passing on the conveyor. Usually 
single 50-lb. hand shanks are used, and two 
men, so equipped, can easily cope with 1,000 
moulds per day in light casting work. 

The slag hole, of course, must be slightly 
above the bottom side of the top hole of the 
syphon brick, and the tuyéres should not be too 
low. The cupola acts as a receiver—in other 
words—and a matter of primary importance is 
that the slag cannot come through with the 
metal. 


Continuous Pouring 

Up to this moment, reference has been made 
to mechanised continuous casting plant, but with 
intermittent pouring either by the bottom 
spout cupola or the syphon brick arrangement, 
there can be what might be called continuous 
pouring. There are a large number of foundries 
laying down hundreds of boxes per day on 
the floor and pouring in the evening. Consider 
the idea of pouring the most part of the day. 
First, there is saving of space in the foundry; 
saving of boxes, for only 12 to 15 pairs would 
be required for each moulder; a regular flow 
to the fettling shop instead of the morning 
rush and accumulation; and a regular daily 
delivery of castings. 

In the smaller shops, an ordinary roller con- 
veyor placed in a suitable position beside the 
moulders and one end running up to the sand 
preparation plant would facilitate transport and 
speed up production. The moulds can be 
poured on the roller conveyor, pushed by hand 
up to the end of the conveyor and then shaken 
or knocked out. 

The castings can be removed or, if still hot, 
piled up to permit of slow cooling, if required; 
but the sand can be treated—the backing sand 
aerated and the facing sand prepared and re- 
turned to the moulders’ heap by barrow or 
other means; moreover, this process can be kept 
continuous. Actually, this is the system which 
is employed in the author’s own foundry where 
the work is general, and with a two-ton cupola 
the furnace has brought down in eight hours up 
to 10 tons of metal. The intermittent blowing 
reduces the cupola output down to 75 per cent. 
of its normal output. During the meal hour, 
the cupola is botted-up in the usual way. 
Actually, overseas, the meal hour break was for 
a period of one and a half hours; and yet the 
metal was sufficiently hot to continue pouring 
as before the break. 


Steel Foundry Mechanisation 
In steel foundries, where the green sand 
moulding has been well developed, the above 
system of conveyors is used. There is a con- 
veyor 


for each machine. The. moulds are 
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placed on these as they leave the machines; 
when poured, they are run up to the end of the 
conveyors and discharged into an underground 
conveyor running at right angles to the indi- 
vidual machine conveyors. The sand is brought 
by this underground conveyor to the mill, con- 
ditioned and returned to hoppers over ihe 
machines by belt as in the mechanised plants in 
grey iron foundries. Some of the treated sand 
is put through a second mill for special treat- 
ment and used as facing sand. When output is 
intensified, the repercussion is found in all the 
auxiliary departments—core-sand preparation, 
core blowing, core ovens and fettling. 


Core Preparation 

For core sand preparation, the material to be 
used is one of choice, but intense mixing must 
be obtained and the thorough incorporation of 
the core oils assured. In the case of core 
blowers, the choice depends on the class of work 
to be done. If the cores are small, the blowing 
chamber should be correspondingly smaller, for, 
if very large or too large, it will be found that 
the green strength of the cores diminishes pro- 
gressively as the blowing chamber empties itself, 
due to the fact that the numerous blows are 
gradually drawing off the core oils. 

Core ovens are most important, and it should 
be possible to control the temperature to ensure 
that the maximum dry strength is obtained from 
the core oils used. For continuous casting 
plants with intensive productions involving 
numerous cores, the continuous drying oven is 
very practicable, but as is appreciated, the dry- 
ing times determine the speed of the rotating 
trays, and the sections of the cores should be 
the same or as nearly the same as possible, to 
obviate a double circuit which reduces the 
capacity of the oven. 

The fettling shops overseas are usually very 
well equipped, and sand blasting has come into 
its own for every type of casting. Since the 
advent of vitreous enamelling, the sand blasting 
question has been carefully studied, with the 
result that grit for every individual purpose is 
obtainable. ; 

The question of core making and fettling has 
only been touched upon, but actually, these 
operations, if badly organised, can be a heavy 
charge, and they must at all costs effectively 
keep abreast with the output in the foundry. 

Core blowing is an art which could well form 
the subject of another Paper. By experience, it 
has been found that the simpler a core is when 
hand made, the more difficult machine-blowing 
becomes; and when it is difficult to make by 
hand, it is actually, in most cases, easy to blow 
on the machine. : 

Cores are very often made on small jolters, 
inserted in the core makers’ bench, and the 
core sand is fed on to the bench in such manner 
that the operator has only to draw the sand 
forward to charge the core box. The output 
is remarkably high in straightforward — work, 
such, for example, as cores for buffer casings. 

The whole question of mechanisation, or con- 
tinuous pouring with reduced mechanisation, 
depends entirely on the nature of the work to be 
done and the quantities required of each part. 
The difficulty in South Africa is that foundries 
are obliged to take on or, at least, take on— 
heavy floor work and light castings alike. 
Obvious difficulties arise with regard to sand— 
for light castings need one type of sand and 
heavy castings yet another, and the two sands 
are indeed bad mixers, as everyone knows. 


Progressive Mechanisation 

In conclusion, it should be reiterated that 
mechanisation in whatever form it might be 
contemplated in the general foundry, should 
only be done in a progressive manner, be It 
only the installation of conveyors to facilitate 
or to speed up transport. When it involves 
moulding machines, particularly the jolt am 


(Continued on page 436.) 
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‘*Book”’ Moulding 
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with Green Sand 


Cores’ 


By E. H. BALLARD, Foundry Superintendent, River Works, General Electric 
Co., Lynn, Mass. 


When the American General Electric Com- 
pany started to develop its new line of Tri-Clad 
polyphase induction motors, one of the prob- 
lems was to design a frame casting having 
maximum strength, minimum weight, adequate 


cores was proved and a modified method of 
making green sand cores as a part of the whole 
moulding function was devised. The next step 
was securing suitable moulding machines by 
means of which the original cost estimates could 








protection for the motor winding, means for be met. Obviously, no standard machines were 
supporting the stator punchings, suitable air 
passages for ventilating the motor and a pleas- 
ing appearance along modern, clean-cut lines. 
To obtain a grey iron casting of maximum 
strength with economy of material in a simple 
form, it was decided to make the frames with 
circular flanges around the ends and cross bars 
between the flanges for supporting the punch- 
ings. To give suitable air passages, holes are 
needed through the cross bars or spaces behind 
the bars. For minimum weight, the outer sec- 
tion thickness had to be held to a minimum 
and concentricity held within small limits. Pro- 
tection and pleasing appearance called for a 
smooth outer shell with the parting line in a 
vertical plane in the middle of the casting in its 
operating position. In moulding, this parting 
line is in a horizontal plane, since the motor 
frame is cast on end. In addition, the feet re- 


A.—CoprpE AND DRAG MOULDS ARE MADE IN 
THE CONVENTIONAL WAY, (CO-ORDINATED 
WITH THE CORE MACHINE OPERATION. 





Pe Green sand-.. 











available, so it became necessary to have 
special machines built that would duplicate the 
moulding operations developed by the hand 
pattern experiments. This special core mould- 
ing machine is a combination of double jolt 
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*... Metal core box-" 


B.—CorE BOXES ARE MADE IN Two Pieces. AFTER GREEN SAND IS JoLT RAMMED. 
THE BOXES ARE STRUCK OFF. 


quired special treatment to ensure adequate 
strength and good appearance. 

In the early stages of the design the foundry 
engineers were called in, as it was obvious that 
some innovations in casting practices would be 
required if the specifications were to be met at 
an economical cost. Considerable study was 
given to the problem of coring, since core shift- 


ram tables and single roll-over unit of the flask 
draw type. The moulding machine is a cope 
and drag jolt ram, squeeze-strip type. Pattern 


in a flask and the larger sizes, one per flask. 


accompanying sketches. 























E aND F.—E (LEFT): By SPECIAL GUIDE PINs, 
THE LoweR HALF OF THE COREBOX RE- 
CEIVES THE DRAG MOULD AND THE Two 
ARE AUTOMATICALLY CLAMPED TOGETHER. 


C anD D.—C (RicHT): THE Two COREBOX 
HALVES ARE “ BOOKED” By HAND BEFORE 
ROLLING DOWN ON TO THE JOLT TABLE. 
D (LeFT): THE Upper HALF OF THE CORE- 
BOX IS VIBRATED AND LIFTED OFF AND RE- 
PLACED ON THE JOLT TABLE, LEAVING THE 
LOWER HALF-Box WITH THE COMPLETE 
CORE. 


F (RicHT): DraG MOULD AND LOWER 
COREBOX ARE ROLLED OVER ON TO LEVEL- 
LING TABLES, CLAMPS RELEASED AND CORE- 
BOX RAISED FROM DRAG AND ROLLED BACK 
INTO ORIGINAL POSITION. 
if the amount of rejected castings was to be 
kept at a minimum within the narrow limits of 
thin wall sections selected. To solve this mould- 
ing job, a wooden model was made that 
materially assisted the designing engineers, pat- 
ternshop and foundry supervisors in arriving at 
the final design which was approved by all in- 
terested parties. Too much emphasis cannot be 
placed on the advantages obtained from study of 
moulding problems by the use of models. 
Finally, after a great deal of study and ex- 
perimental work done by the use of inexpen- 
sive hand patterns, a method of \ producing 
frame castings without the use of dry sand 


plane, just as one would close a book. 








G aNnD H.—G (LEFT): DRaG IS LEFT WITH 
GREEN SAND CORE IN PLACE. H (RIGHT): 
Core HALF IS PLACED ON DRAG, CLAMPED 
WITH TAPERED SLIP CLAMPS, AND THEN 
DEPOSITED ON MECHANICAL MOULD Con- 
VEYOR FOR POURING. 





, eproduced by courtesy of the Editor of ‘The Iron Age.” 


equipment consists of all-metal patterns and core 
boxes, the smaller frame sizes being made two 


The sequence of operations is shown in the 


ler The term, booking 
ing had to be eliminated as a source of error process, derives from the fact that the two 


green sand core halves are moulded separately 
and then are closed simultaneously in a vertical 
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In passing, it should be mentioned that ex- 
treme accuracy of pattern and core boxes, with 
drafts of 1 deg., resulted in producing castings 
practically free from fins and with clean-cut 
cored openings. Rigid cast steel flasks were de- 
signed to fit the various patterns, and these have 
cross bars cast integral, eliminating the need of 
mould follow-boards. 

A continuous sand system serves two groups 
of three moulding machines, which are all 
hopper fed, with spillage return. The sand 
system is under the control of one man who 
checks the condition of the sand hourly so as 
to maintain close limits as to permeability, green 
strength and moisture content. Likewise, the 
metal from which these frames are produceo 
is under constant control in order to produce a 
uniform high-grade casting. 

Moulds are poured on a mechanical conveyor 
and hot metal is delivered to them from an in- 
sulated ladle suspended from a monorail. After 
being poured, the moulds pass into an exhausted 
cooling tunnel and thence to the shakeout, which 
is also exhausted. As flasks reach this point, 
they are pushed from the conveyor on to the 
shakeout by an air operated ram. Castings are 
vibrated on to a flight conveyor which transfers 
them to a cooling shed outside the foundry 
proper. 








Youths Inferior to Women 


Youths on hammer driving at a stamping works 
in the Midlands have been found inferior to women 
now tried on this job. A noticeable saving of 
rope has been effected because the women can do 
the work with fewer breakages. This observation 
relating to the employment and usefulness of 
women in the engineering industry is reported in 
“Engineering Bulletin,” the new M.o.L. monthly. 








Brake Drums 
(Continued from page 424.) 


structure is typical of a dense iron of good ten- 
sile properties, and whilst it may be suitable 
for brake drums for aircraft service where high 
strength and shock resisting properties are 
necessary, it is not recommended for drums that 
must withstand excessive heat checking. Figs. 
26 and 27 illustrate the etched structure at 100 
and 1,000 magnifications respectively. These 
display a good average form of pearlite. 

Such a type of pearlite structure will possess 
average scoring resisting properties if the pear- 
litic carbide remains stable under the service 
temperature conditions operating. Unfor- 
tunately, in the presence of such a silicon con- 
tent, the carbide is thermally unstable at rela- 
tively low temperatures, and decomposition to 
ferrite and graphite will occur much more 
rapidly than with Meehanite “D™” iron (ef. 
Fig. 18): 

The actual appearance of this drum after 
dynamometer tests is shown in Fig. 28. As 
expected, this drum material proved decidedly 
inferior so far as resistance to thermal checking 
is concerned and was only very fair in its 
scoring value. The discoloration was not so 
great as the preceding example, but this may 
have been due to the fact that the cracks did 
not penetrate so deeply, which is more or less 
expected because the graphite flakes were 
neither so large nor so numerous. Figs. 29 
and 30 illustrate the unetched and etched struc- 
ture through the wearing surface of this drum, 
at a magnification of 100 times and 500 times 
respectively. As anticipated, the cracks have 
penetrated along the graphite flakes whilst the 
pearlite has decomposed and lakes of ferrite 
now surround the graphite. Also the cracks 
penetrating into the drums are shown to be 
filled with oxide of iron. 


(To be continued.) 
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Design Modifications in the First 
Russian Standard Blast Furnace 


Metallurgical plant in the U.S.S.R. is even- 
tually to conform to the minimum number of 
standard designs. In line with this policy a 
standard blast furnace has been undergoing 
extensive tests under normal service conditions 
at various of the newer steelworks. The first 
full campaigns with standard furnaces Nos. 1 
and 2 at the Woroschilow works revealed that 
certain structural alterations were desirable. 
These are described by N. P. Kaisstro and 
A. I. PRUDNIKOW in a recent article in “ Teori. 
prakt. met,” who report that in 64 months, 
No. 1 furnace produced a total of 1,380,000 
tons of pig-iron, a daily average of 700 tons, 
and No. 2 furnace 1,310,000 tons in 54 months, 
i.e., a daily average of 800 tons. 

As a result of the alterations decided on, 
the internal volume of No. 1 furnace has been 
left unchanged at 930 cub. m., although slight 
alterations were made in the lines, both the 
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Fic. 1—OLD AND NEW FUuRNACE LINES. 


throat and the height of the hearth being en- 
larged. The internal volume of No. 2 furnace 
was to be increased to 1,100 cub. m., but as 
this would have meant an overall increase in 
furnace height of 1.5 m. and a complete re- 
construction of the hoisting gear, and in view 
of various other modifications demanded by 
the works in the plans of the Gipromes, the 
State institute for planning metallurgical works, 
new plans were drawn up increasing the internal 
volume to 1,050 cub. m., which figure has 
been adopted by the industry as a basis for 
the reconstruction of the standard furnaces at 
other works. 

The volume of the furnace was increased 
mainly by reducing the thickness of the walls 
of the stack and the bosh; details and dimen- 
sions of the old and new furnace lines are given 
in Fig. 1. By reducing the bosh height and 


at the same time lengthening the inwall batter, 
the open section of the furnace at the lower 
bosh line, 3,000 mm. above the tuyere level, 
ie., Where the first slag is formed, is 19 per 
cent. greater than in No. 7 furnace at the 
Dserschinsky works after reconstruction and 
6.5 per cent. greater than in the Gipromes 


plans. On breaking up the hearth bottom, 
only the ten upper layers had to be removed, 
the remainder with a total height of 1,300 mm. 
being left on the concrete foundation. For 
the first time in such a large furnace, a plate 
linked to the outer jacket and 20 mm. thick 
was placed over the brickwork. The space 
between the old brickwork and the plate was 
filled with concrete. A carbonaceous mixture 
was rammed in the hot state and in thin layers 
on the base plate to a depth of 575 mm. The 
mixture was composed of 6 parts by volume 
of coke (5 to 7 mm.), 1 of chromite, 3 of 
magnesite (2 to 3 mm.), 2 of graphite, 2 of 
fireclay flour and 3 of dehydrated tar. Five 
layers of refractory bricks to a total depth of 
1,725 mm. were raised on this base. 

The external armouring of the furnace con- 
sists of steel plating, 4,450 mm. high and 
30 mm. thick, which stretches 3,060 mm. below 
the centre of the tapping hole. The stack and 
hearth are cooled by 35 cast-iron cooling 
plates, 4,400 mm. high, 958 mm. wide and 
160 mm. thick, mounted on the inside of the 
jacket, and in which water channels 51 mm. 
in dia. are cast. The space between the 
cooling plates and the brickwork is rammed 
with the same mixture as above and covered 
with cement. A second and third ring of these 
cooling plates surround the upper portion of the 
stack and the bosh. The mantle ring has been 
widened to carry the whole of the stack brick- 
work and to secure the bosh jacket and the 
bosh-cooling plates owing to the reduced 
thickness of the walls. The mantle at the 
throat did not prove satisfactory during the 
first campaigns of the furnaces, the cast-iron 
plates used rapidly deteriorating; in the recon- 
structed furnace steel castings were therefore 
substituted and so arranged that the bulk of 
the metal was on the outside and removed from 
the high temperature. This portion consisted 
of 72 parts with crossed ribs, connected only 
to the metal jacket of the furnace and not 
with each other, the intervals between the ribs 
being filled with firebrick. The stack-gas main 
was also enlarged and the design of the tapping 
platform modified to realise safer working con- 
ditions. Arrangements were also made to 
facilitate filling a fourth hot-metal ladle in view 
of the increased output of the furnace. _ 

During the first nine months the modified 
furnace was in operation the estimated output 
was not attained, although exceeded for short 
intervals. Difficulties occurred in the supply 
of raw materials as soon as the furnace was 
restarted and a lower grade of materials had 
to be used. Nevertheless, an output of 1,100 
tons per 24 hrs. has on occasion been realised. 








Steel Distribution Scheme 
(Continued from page 434.) 


essential work (excluding directly sponsored by 
other Departments listed). : 

India Office, Whitehall, London, S.W.1.—All finished 
steel for direct export to India. ’ 

Local Reconstruction Panels.—Air raid emergency 
repairs to vital buildings, production plant, 
machinery and works.* A list of the Local 
Reconstruction Panels can be obtained from the 
Ministry of Aircraft Production, Emergency Ser- 
vices Organisation, Millbank, London, S.W.1. 

Local Authorities—Air raid emergency repairs to 
other premises.* Local authorities can obtain 
particulars regarding procedure from the Priority 
Officer, Ministry of Health, London, S.W.1. 


* In the case of permanent repairs application 
should be made to the Department concerned. 
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Scrap in the Blast Furnace 


Burden 


Mr. C. L. T. Epwarps, of the Bethlehem Stee] 
Corporation, has described the effects of 
scrap in the blast furnace burden in a Paper 
which he presented recently to the American 
Institute of Mining and Metallurgical Engineers, 
His conclusions are appended. 

There appears to be no reason fundamental 
in nature for any difference in the qualities of 
pig-irons produced from ore and from scrap, 
When differences do occur, they are comple- 
mentary with the nature of the materials in- 
volved, and such variables are inherent in ore 
mixtures, just as in mixtures that include scrap. 

When residual elements such as copper, nickel 
or chromium appear in pig-iron, cognisance 
should be taken of such occurrence and pro- 
vision made for their digestion in the open 
hearth. 

Before scrap additions are made to the blast- 
furnace burden, the economics of the proposed 
practice and the use for which the pig-iron is 
intended should be given fullest consideration. 

In the author’s case first consideration had 
to be given to the necessity of producing an 
iron that could be used in the production of 
special steels—hence the liberal slag volume. 
Fuel requirements were judged through a com- 
bination of calculation and deduction. The 
trend in fuel consumption accompanying in- 
creasing percentages of steel turnings was 
known. 

It was learned quickly that as the percentages 
of scrap increased beyond normal there was 
an accompanying decrease in top temperature. 
With 100 per cent. steel scrap the stock line was 
dropped about 12 ft. below normal, otherwise 
the top temperature would have been below the 
dew point. Lowering of the stock line would, 
almost certainly, have been forced in any event, 
because of the blast pressure. 


Furnace symptoms indicated an _ extensive 
cooling of the furnace, well down in the inwall. 
Daily consumption of fuel was not a clear indi- 
cation of daily production. Volume of casts 
varied widely. Regardless of fuel consumption, 
the temperature of succeeding casts showed 
little variation and the reduction of silicon did 
not materialise as anticipated. 


The daily log shows no undue blast pressure 
until the swing-over from scrap to ore. Be- 
cause of the cooled condition of the furnace, 
a few blanks of coke were charged, followed 
by a conservative allowance of fuel for the 
normal ore charge and the furnace filled to 
regular stock line. Shortly thereafter, the pres- 
sure suddenly rose to the point where no gas 
appeared to be passing through the furnace. 
a tuyeres continued bright but showed no 
ife. 

The diagnosis for the high-pressure condi- 
tion was that the weight of the ore burden 
caused several of the large blankets of turnings 
to collapse when hot, thereby sealing the fur- 
nace. At this point, a steam blower was put 


on the furnace, being applied slowly as 
possible, giving about 5 to 8 Ibs. pres 
sure. In about 3 hrs. the pressure relaxed 


without a slip and the blast increased rapidly 
to normal. One may assume that the steel 
scrap absorbed carbon before melting, thereby 
lowering its melting point, after which the melt 
ran ahead of the coke, followed by a drop in 
pressure. 

In further operations with 100 per cent. scrap. 
it is the author’s suggestion that when switching 
from scrap to ore, the lowest stock line per- 
mitted by top temperature be maintained until 
it is reasonably certain that the last charge of 
steel turnings has been digested, after which 2 
reasonable charge of fuel should be made for 
the purpose of preheating, and the furnace 
should be filled to the normal stock line. 
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The Production of Steel Castings 


By C. H. KAIN 


(Continued from page 412.) 


Pouring Practice 

The difficulties of pouring are caused by the 
very high temperature and the very short freez- 
ing range of the metal. In addition, the slag 
is not easy to control. Acid slags are usually 
viscous and hard and basic slags very fluid and 
run easily with the metal. 

Plain ladles can be used with acid steel 
if the lining is thick and adequately preheated. 
It is usual to form a bridge of slag at the lip 
through which the metal is poured. This bridge 
may be formed by the addition of sand or by 





FiG. 6.—OPERATING GEAR ON LADLE, WITH 
LADLE INVERTED FOR PREHEATING. 


using a fireclay brick. Plain ladles are not suc- 
cessful with basic steel as the slag cannot be 
controlled. 

Teapot ladles are used successfully if the 
spout is large enough and if pouring from the 
ladle is frequent or continuous. Otherwise the 
teapot is not very successful as the spout tends 
to freeze up. 

The bottom pour ladle is in most general 
use, the metal being poured through the nozzle 
at the bottom of the ladle which is opened and 
closed by a refractory plug. Fig. 6 shows the 
mechanism of the operating gear and in the 
background can be seen a ladle inverted for 





Fic. 9.—SECTION OF “ KEEL ’-TyPE TEST-BLOCK 
WITH PIPE FORMED THROUGH CENTRE. 


preheating. Fig. 7 shows the construction of 
the plug or stopper. It is usual that the actual 
Stopper end should be made of graphite whilst 
the sleeves are of fireclay supported on a steel 
rod. It is important that these should be free 
to expand during heating. 

_ Shanks are also used for pouring small cast- 
ings in conjunction with a large ladle, but for 
this very hot steel is essential. 


Moulding and Core Practice 
This is governed by the very high tempera- 
lure and considerable shrinkage and contraction 


of the metal. Table III shows the shrinkage 
characteristics of a typical 0.35 per cent. carbon 
steel. Special provisions must be made to resist 
the high temperature, and for feeding. In addi- 
tion, the mould and core must be readily 
collapsible to allow the 7.2 per cent. of solid 
contraction to take place. 





FiG. 7.—CONSTRUCTION OF LADLE PLUG. 


Four methods of moulding are in common 
use, green sand, dry sand, oil sand and compo. 
Table IV shows some of the properties of these 
materials. No coal dust or similar matter is 
used in steel sands and permeabilities are con- 
sequently much higher. It is common to use a 
much coarser sand in the steelfoundry than the 
ironfoundry. Compo is a specialised form of 
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parallel feeder head would be ideal but the con- 
ditions shown in the centre illustration more 
frequently prevail. 

Fig. 9 shows the section of a “keel” type 
test-block from which it is seen how the pipe 
is formed in the centre of the section. This 
casting was made with a covered head which 
has caused a bridge to form over the pipe. In 
the case of open heads, feeding compounds are 
frequently employed. These usually operate, 
either by lowering the melting point of the metal 
in the head by carbon absorption or by the 
formation of an insulating layer which prevents 
cooling of the top surface of the feeder. Most 
of these feeding compounds are made from 










































































Fic. 8.—IDEAL COOLING AND FREEZING 
CONDITIONS IN PARALLEL AND ‘TAPERED 
SIDED INGOTS. 


powdered carbon, aluminium and calcium sili- 
cide, but chopped chaff or straw has been used 
very successfully, especially on large headers. 
Figs. 10 to 14 show a number of castings with 
the gates and headers in position. These show 
clearly the large amount of feeder metal which 
is necessary to ensure soundness. 


TasBLe III.—Shrinkage and Contraction. 


0.35 per cent. C steel, cast 100 deg. C. above freezing point. 


(Contraction expressed as per cent. of final volume.) 





Liquid cooling 


Solid cooling from freezing 











100 deg. C. to cane eae point to room 
freezing point. ‘ temperature. 
& ~~ & ~\- J & - — 
0.85 per cent. 3.20 per cent. 7.20 per cent. 
Relative volumes 111.25 ————> 110.40 
+ 
107.20 —> 100.00 




















Normal contraction allowance for mild steel = #; in. to } in. per ft. = 4.68 per cent. to 6.24 per cent. (of final 


volume). 


Normal contraction allowance for grey cast iron = ,, in. to 4 in. per ft. = 2.50 per cent. to 3.12 per cent. 


Taste IV.—Moulding Sand Properties. 























: Green Dry 
Type of | —- compression compression Green Dry 
sand. Per pons strength, strength, Perm. No. Perm. No. 
as Lbs. per sq. in. | Lbs. per sq. in. 
Green facing sand..| 3.0/3.5 6.8/7.2 om | 150/250 a 
Dry facing sand .. 4.5/5.5 5.5/6.5 50/150 120/170 150/250 
Compo... 7.0/9.0 6.0/9.0 100/200 _ — 
moulding material developed especially for use Fettling 


with large castings. It consists of a very strong 
mixture of refractory materials such as crushed 
firebrick, silica sand, carbon, old crucibles, etc., 
bonded with fireclay. With the recent advance 
in the technique of sand moulding, compo is 
falling in disuse, except for large castings. 
Fig. 8 shows ideal cooling and freezing condi- 
tions in parallel and tapered sided ingots. It 
is assumed that the metal freezes in a con- 
tinuously thickening envelope from the outside 
towards the centre and that the head of metal 
falls by gravity. If these conditions prevail the 


The trimming of steel castings is a very 
expensive series of operations. Sandblasting is 
essential owing to the close approach of the 
steel to the softening point of the refractories, 
and high pressure with shot is now generally 
used. Sometimes sandblasting is carried out 
before fettling begins but in some cases it is 
usual to heat-treat the castings first. Modern 
practice tends to clean the castings before 
fettling and again after final heat-treatment. 
The removal of the headers presents a problem, 
all types of saw and mechanical cutting are 








480 


in use for this but the acetylene torch is most 
frequently employed. This is costly to run but 
the rate of cutting is very fast. Fig. 15 shows 
the header being cut off a pump-end casting. 
Other operations such as chipping, grinding, 
peening, etc., are similar to iron practice and 
are governed chiefly by the size of the casting. 
Pneumatic hammers are in universal use, as are 
high-speed bakelite-bonded wheels. Swing 





Fic. 10.—TypicaL STEEL CASTING SHOWING 
SYSTEM OF RISERS. 


TaBLE VI.—Laboratory Test Report of Properties and 








Composition. 
Test No. A. 3074 C. 10552 
Original dimensions— 
Diam., ins. +R wa 0.564 0.505 
Area, sq. in. ea x 0.25 0.20 
Distance between gauge 
points, ins. “we as 2 2 
Yield point, tons per sq. in. 19.68 25.25 
Max. stress, tons per sq. in. 31.40 44.60 
Elong. 2 in., per cent. 36 26 
Red. of area, per cent. 52.30 2.00 
lin. X }in. | lin. x fin, 
Bend “7 + 130deg. | 60 deg. 
Izod impact, ft.-lbs. 45 28 
Analysis— Per cent. 
Cc 0.21 0.44 
Si 0.26 0.30 
Mn 0.89 1.12 
8 ee 0.015 0.027 
P “6 0.019 0.012 














Fic. 14.—TypicaL STEEL CASTING SHOWING 
METHOD OF RUNNING. 
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sections. Hot tears can sometimes be made 
good but, more generally, torn or cracked cast- 
ings are scrapped because it is difficult to know 
the extent of the defect. All the usual-welding 
processes are in use, oxy-acetylene, direct arc 
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electrical heating. The objects are: (1) To re- 
move stresses in the casting caused during cool- 
ing in the mould and during subsequent opera- 
tions, and (2) to obtain maximum properties in 
the metal itself. Table V shows the tempera- 


TaBLE V.—Heat-Treatment of Steel Castings. 


Stress relieving.—Castings heated to 740 to 760 deg. C. and cooled slowly. 

Full Anneal.—Castings heated to 880 to 950 deg. C., soaked for a suitable period, and cooled slowly. 
Normalising.—Castings heated to 880 to 950 deg. C., soaked for a suitable period, and cooled in air. 

Air Quench and Temper.—Castings heated to 850 to 920 deg. C., soaked for a suitable period and cooled quick! 


in air. 





11.—TypicAL STEEL CASTING WITH 
RUNNER AND RISERS. 


Fic. 





13.—TyYPICAL STEEL CASTING WITH 
RUNNER AND RISERS. 


FIG. 





Reheated to 500 to 780 deg. C. and cooled (usually slowly). 





Fic. 12.—TypPicaAL STEEL CASTING WITH 
RUNNER AND RISERS. 


tures usually employed for carbon steel castings. 
For stress-relieving the most important thing is 
to ensure slow cooling. For annealing, normalis- 
ing and quenching, it is important to be sure 
that the desired temperature is obtained 
throughout the furnace and that the castings 
are soaked for the correct period. 

The eutectoid region of the iron-iron carbide 
equilibrium diagram in Fig. 16 shows clearly 
why these temperatures are used. Table VI 
shows typical results from steels made to meet 
the first two grades of B.S.1.592-1940. These 
figures are from electric furnace steel which has 
been normalised. A somewhat modified heat- 
treatment would be necessary in the case of 
converter or open-hearth steels which con- 
tain slightly higher sulphur and phosphorus 
contents. The properties shown here can be 
considerably modified in all types of steel by 
suitable heat-treatment. 
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i Fic. 15.—Cutr H P E CARBON ——~PER.. CENT 
é eX. G, 5.—CUTTING E . 
wheels are very widely employed but are ex a Fic. 16.—IRoN/IRON CARBIDE EUTECTOID 
pensive in upkeep. ‘ IRON Car 
: Welding as and carbon arc, and the choice is often a matter 
The repair of surface defects is often neces- of personal preference, but the modern tendency Acknowledgments 


sary where sand has fused or where some 
foreign matter in the moulding materials has 
melted or blown. Also, in spite of the most 
extensive provision for feeding, it is sometimes 
necessary to repair cavities in bosses and heavy 


is towards the use of covered electrodes only. The author wishes to acknowledge the assist- 

Heat-Tre ance given to him by Mr. T. W. Ruffle and 

eat- Treatment Mr. C. E. Rayner in preparing the illustrations. 

Heat-treatment is carried out in all types of Without their help it would not have been pos- 
furnaces—coal, pulverised coal, gas, oil and sible to give this Paper. 
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STANTON-DALE 
Refined 


PIG IRON 


IS CHARACTERISED by closeness of grain structure, unifor- 


mity of composition and fine graphitic carbon evenly distributed. 
1S PRODUCED to guaranteed analysis in seven standard grades. 


CAN BE MADE to customers’ individual requirements with 


total carbon from 2°6 per cent. upwards. 


SHOULD BE USED to tone up high phosphorus irons, and 
scrap, to replace Hematite, and to produce castings for all high 
duty purposes. 


Users are invited to avail themselves of the Stanton Technical 
Service which offers free expert advice on special mixtures} and 





other Foundry problems. 


STANTON IRONWORKS COMPANY LIMITED, NEAR NOTTINGHAM 
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The Meehanite Research 
Institute 


The annual meeting of the Meehanite Re- 
search Institute was held in York on June 16 
and 17. Mr. N. E. Rambush, Vice-Chairman 
of the International Meehanite Metal Company, 
Limited, presided over a large attendance of 
members representative of the Meehanite 
licensees in England, Wales and Scotland; there 
were also present Mr. J. Cameron and Mr. 
E. M. Currie, Directors, and the staff of Inter- 
national Meehanite Metal Company, Limited. 

The chairman in opening the session expressed 
regret that conditions did not permit Mr. Oliver 
Smalley, the chairman of the Institute, to be 
present. He proposed that a cable be sent to 
the chairman expressing their feeling of regret 
that he was prevented from being with them on 
that occasion. The chairman then referred to 
the presence of several members who were 
making their first attendance at the Meehanite 
Institute meetings, and extended to them a 
cordial welcome to take part in the work of the 
Institute, which he hoped they would find 
interesting and profitable. He then referred to 
the important work which the licensees were 
carrying out in aid of the National effort, every 
one of them was doing work of the utmost 
importance. He hoped that the deliberation 
during the conference might assist them in 
making still greater contributions for the same 
object. 

Mr. R. B. TEMPLETON, Secretary of the Insti- 
tute, presented the Report for the year, which 
showed that a large amount of research work 
had been completed and the financial position 
very satisfactory. The report was unanimously 
adopted. 

The meeting then proceeded to consideration 
of about 32 Papers dealing with many subjects 
of particular interest to all licensees. Prominent 
among the Papers were several dealing with re- 
searches into the physical properties of the 
various processes of Meehanite: Compression 
in as-cast and in the heat-treated conditions; 
fatigue strength at normal and higher tempera- 
tures; impact values and shock resistance; the 
relation of the B.S.I. specification to Meehanite 
metal and the choice of physical tests in rela- 
tion to Government specifications; practical 
work in moulding and core making and sand 
preparation; surveys of castings required in 
several industries such as locomotive and rail- 
way, glass, food; and the sand resources of the 
British Isles. The manufacture of chilled cast- 
ings was dealt with in a very exhaustive report 
upon every phase of chilling technique. The 
influence of phosphorus in iron and the use of 
materials containing higher phosphorus content 
was fully discussed, particularly in relation to 
the effect on static tensile and transverse and 
dynamic strengths. Discussions took place on 
such matters as sales problems as they may be 
influenced by design and other factors as well 
as the effect of yield, man hours and scrap. 

At the conclusion of the technical sessions 
two extremely interesting and instructive films 
were exhibited. These films taken in a foundry 
showed in colour the actual filling of moulds 
and the effect of different methods of gating 
and feeding on the manner in which the metal 
entered the mould and the soundness and quality 
of the final castings. 

Mr. JOHN CAMERON, past-president of the 
Institute of British Foundrymen, a director, pre- 
sided at the closing session. He surveyed the 
activities of the Institute since its inception and 
the progress that had been made during the 
past ten years. He referred to the valuable 


Papers which had been presented and in which 
reports of many researches into matters of 
fundamental importance had been included. He 
proposed a vote of thanks to Mr. Rambush for 
the manner in which he had presided during a 
long technical session, and sustained the interest 
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of everyone by his valuable suggestions. Mr. 
cameron also referred to the work of the staft 
and the value of the suggestions they made 
during the periodical visits to the licensees 
1oundries. 

iwLR. KAMBUSH, in responding, said the annual 
meetung was of very much value to everyone; 
ne regarded such meetings as the Meehanite 
censees annual clean up, as they got their 
oid ideas modified and brought up to date, and 
at the same time acquired much that was new, 
so that théy went away thoroughly retreshed 
and prepared for another year’s work and 
advancement. 

MR. L. GOULD proposed a vote of thanks to 
the statt, and in doing so he stated that although 
his firm was a comparatively new licensee, he 
nad already found that the staff gave every 
assistance in their power, difficulties were 
smoothed out in a businesslike manner, and 
any request for assistance was met with kind- 
ness and courtesy. 

Mr. Campion replied on behalf of the 
technical staff, and said that they were all 
enthusiasts in the Meehanite cause and anxious 
to do the best they could for the licensees. 
they greatly appreciated the kind things which 
nad been said of their work, and would continue 
to give of their best in the future. 











Revised Nomenclature,for 
Sand Testing 


A.F.A. SUB-COMMITTEE ,RECOMMEND- 
ATIONS ADOPTED 


In order better to understand this year’s 
A.F.A. Exchange Paper by Mr. N. J. Dunbeck 
on synthetic sands, now in course of prepara- 
tion, it has been deemed wise to familiarise our 
readers with the latest changes in the American 
nomenclature of the subject, which have been 
made by the appropriate Sub-Committee of the 
Foundry Sand Research Committee of the 
American Foundrymen’s Association. 

The Sub-Committee’s Report, which sets out 
the new recommendations, reproduced below, 
states that with the advent of the present work 
on the high-temperature properties of foundry 
sands, now being conducted by the Sub-Com- 
mittee on the physical properties of foundry 
sands at elevated temperatures, it became neces- 
sary to coin new terms which could be applied to 
the work of, and the results obtained by, this 
Sub-Committee. Also, some of the definitions of 
terms which appear in the glossary of the present 
book “Standards and Tentative Standards for 
Testing and Grading Foundry Sands and Clays” 
required revision. To undertake the creation of 
definitions for the high-temperature testing and 
to revise present definitions used in testing 
foundry sands, the present Sub-Committee was 
organised. The definitions which the Com- 
mittee established have since been approved. 


Revised Foundry Sand Terms 

Collapsibility—The ability of a sand mixture 
to break down under the conditions of tem- 
perature, atmosphere and pressure existing 
during solidification and cooling of a casting. 

Toughness.—The ability of a sand mixture to 
absorb energy. 

Unit Toughness (Toughness Number)—The 
energy absorbed by a unit volume of a sand 
mixture before fracture occurs. 

Yield Strength—The stress at which a sand 
mixture shows a specified permanent deforma- 
tion. 

Hardness.—The resistance offered by a sand 
mixture to deformation. 

Compressive Strength—The maximum com- 
pressive stress which a sand mixture is capable 
of developing. 
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Tensile Strength—The maximum tensile stress 
which a sand mixture is capable of developing. 

Shear Strength—The maximum shear stress 
which a sand mixture is capable of developing. 

Transverse Strength—The old _ definition 
which postulated the maximum resistance which 
a moulded sand offers to a transverse stress is in 
error because there is no such thing as the 
transverse strength of a sand mixture. Failure 
in transverse loading is caused by either shear 
or tension. The transverse strength of a speci- 
men is usually determined by the tensile 
strength of the mixture, the dimensions of the 
specimen and the method of loading. 

Dry Strength, Dry Bond Strength—The maxi- 
mum resistance which a moulded sand, dried 
at 105 to 110 deg. C., offers to deformation. 

Green Strength, Green Bond Strength—The 
maximum resistance which a moulded sand, 
while tempered, offers to deformation. 

Hot Strength—tThe strength developed by a 
sand mixture at any temperature above 110 
deg. C. 

Hot Deformation.—The deformation which 
accompanies the hot strength. 

Thermal Expansion.—The increase in volume 
of a sand accompanying a change of tempera- 
ture. 

Thermal Contraction—The decrease in 
volume of a sand mixture accompanying a 
change of temperature. 

Retained Strength—The strength developed 
by a sand mixture after it has been heated to a 
temperature above 110 deg. C. and then cooled 
to room temperature. 








Physicists and the War 


The importance of physics in the war effort 
is reflected in the maintenance of the rate of 
increase of membership of the Institute of 
Physics at the peacetime level of about 100 
per annum, noted in the recently issued annual 
report of the Institute. 

The report states that the demand for trained 
physicists for work of national importance, both 
in Government departments, in industry, and 
as technical experts with the Armed Forces, 
continues to be urgent, and the supply is not 
adequate to the demand. The Institute has 
placed at the disposal of the Ministry of 
Labour and National Service all the information 
at its command. The Ministry of Labour and 
National Service is fully appreciative of the im- 
portance of physics in the war effort and is 
taking all possible steps to ensure that the flow 
of training physicists through the Universities 
and technical institutes shall be maintained. 

A particularly valuable undertaking has been 
the wartime extension of the facilities of the 
Institute’s Panel of Consultants, whereby in- 
quirers on technical problems in applied physics 
are put in touch with members most likely 
to be able to offer immediate practical sugges- 
tions in any particular case. : 

The report shows that the normal activities ol 
the Institute and its branches have continued, 
and, indeed, some have been increased, during 
the past year; for example, the London and 
Home Counties Branch held a record number 
of meetings during the year. The formation 
of divisions of the Australian branch is re- 
corded; the headquarters of those so far formed 
are at Sydney, Melbourne and Perth. 








Lead-Bearing Steels in U.S. 

Writing in “Steel,” Dr. Oscar E. HuRDER states 
that the production of lead-bearing steel in 
United States was limited to about 10,000 net tons 
in 1938. By 1939, total production in that country 
had reached 60,000 tons, while 1940 output pro 
bably exceeded 100,000 tons. 
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that is why nothing is left to chance in the production of Aluminium Alloys by 


this organization. Constant research and experiment are employed to ensure that 
the most exacting requirements consistently conform to specification . . . Foundrymen 
and engineers know that with our wealth of experience and unrivalled production 


facilities, International Alloys Limited can be relied upon as their best source of supply. 
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Steel Distribution Scheme 
AUTHORISATION PROCEDURE 


Details of the authorisation procedure to be fol- 
lowed under the Steel Distribution Scheme have 
been announced by the Iron and Steel Control of 
the Ministry of Supply and will be sent to all 
users of steel in the course of the next few days. 
Under this procedure, all acquisitions of finished 
steel, whether for direct Government contracts or 
for any other purposes, will in future require 
an authorisation on Form M (or Ma in 
the case of alloy steel), This can only 
be obtained either directly from a Government 
Department or through a firm or person who 
has received authority from a Government Depart- 
ment to issue such an authorisation. An up-to- 
date list of the Government Departments responsible 
for issuing authorisations for various purposes, with 
their , is given below for the convenience 
of steel consumers. This list has been appreciably 
altered since it was last issued in September, 1940. 

An authorisation enables the holder, for the pur- 
pose on the form, either to acquire finished 
steel directly up to the tonnage and in the period 
specified, or to issue sub-authorisations, also on 
Form M, for any part of the tonnage. Firms re- 
quiring to issue sub-authorisations can obtain the 
necessary copies of Form M, bearing the name of 
the Government Department and the Department 
symbol, from the Government Department direct, 
or through the firm from whom they received their 
own authorisation. 

The holder of an authorisation on Form M has 
authority to quote on his order the particulars 
- mecessary for acquiring finished steel. These are 

the symbol of “the Government Department con- 
cerned, the Department authorisation number, the 
delivery riod number and the statement 

“ authorised on Form M.” It should be specially 

noted that the contract or other reference numbers 

of a Department are not -sufficient and cannot be 
used to acquire steel; the only particulars that can 
be seated ter this purpose are those set out on an 

authorisation on Form M. 

The only exceptions to the use of Form M are 
the licences issued by the Iron and Steel Control, 
the allocations issued on behalf of the Ministry of 
Food and the Board of Trade by the Administrator 
of Tinplate Distribution on Forms ATP/- and 
ABNP/-, the authorisations issued by the Ministry 
of War Transport Surveyors on Form S.25/A, and 
certain modifications of the procedure which apply 
to firms who purchase only very small quantities 
of steel. It should also be noted that department 
symbols, etc., cannot be used by stockholding mer- 
chants in purchasing finished steel products for their 
stock; for this purpose they require a licence from 
the Iron and Steel Control. High-speed steel con- 
taining 14 per cent. or more of tungsten is not 
cove by the steel distribution scheme. It can 
only be acquired under licence from the Iron and 
Steel Control. 

Following is a list of the Government Depart- 
ments responsible for issuing authorisations and 
the services covered : — 
Home Office, Whitehall, London, S.W.1.—Police 

stations, prisons, approved schools, fire brigades 

(including Auxiliary Fire Services). 

Ministry of Home Security, Cornwall House, Stam- 
ford Street, London, S.E.\.—A.R.P._ services, 
including Scotland, for which Ministry of Home 
Security is responsible, camouflage, screening 
blast furnaces and coke ovens (anti-glare), special 
defence schemes. 

Admiralty, P. Branch, Statistics Section, Fernley 
Hotel, Bath—Naval requirements, other than 
works and buildings. 

Admiralty, C.E. in C. Dept., 39-41, Upper Oldfield 
Park, Bath—Naval works and buildings services. 

Admiralty, Whitehall, London, S.W.1.—Mercantile 
shipbuilding and repairs. 

Ministry of War Transport Surveyors.——Deck and 
engine-room stores for mercantile marine and 
fishing vessels (by stores authority on Form 
§.25/A endorsed with Departmental symbol, 
serial number and name of port). 

War Office, Romney House, Marsham Street, Lon- 
don, §.W.1.—Army buildings, medical stores, fuel 
and light, and requirements for any contracts 
placed or purchases made direct by War Office. 

Ministry of Supply, S.S4.B., The Adelphi, John 
Adam Street, London, W.C.2.—Ball, cylindrical 
roller and taper bearings; and precision chains. 


Ministry of Supply, Apprcpriate Raw Material Con- 
trol—Machinery and plant of factories engaged 
in the production of commodities controlled by 
the Ministry of Supply. Details regarding the 
raw materials covered may be obtained from 
the Ministry of Supply, Raw Materials Depart- 
ment, Warwick. 

Ministry of Supply, Machine Tool Control, 35, Old 
Queen Street, London, S.W.1—All requirements 
of manufacturers of machine tools, jigs, gauges 
and fixtures. 


Ministry of Supply, Hand Tool Directorate, The 
Cedars, Tettenhall, Wolverhampton.—All require- 
ments of manufacturers of hand tools. 

Ministry of Supply, T.T.2, Ivybridge House, John 
Adam Street, London, W.C.2.—Road motor 
vehicles and components to be used in the manu- 
facture of such vehicle’. 


Ministry of Supply, T.T.3, Steel House, Tothill 
Street, London, S.W.1.—Spare parts for road 
motor vehicles. 

The Secretary, Ministry of Supply, The Adelphi, 
John Adam Street, London, W.C.2.—All other 
requirements for Army. 

Air Ministry, Grand Hotel, 
Ministry requirements. 

Ministry of Aircraft Production, Endcliffe Crescent, 
Sheffield——Requirements for manufacture of air- 
craft and all R.A.F. stores ordered by Ministry 
of Aircraft Production. 

Ministry of Aircraft Production, Millbank, London, 
S.W.A—Buildings (in luding civil engineering) 
financed wholly or in part by Ministry of Air- 
craft Production; machinery and plant engaged 
on Ministry of Aircraft Production work (includ- 
ing maintenance requirements); all requirements 
of factories engaged on production of aluminium, 
magnesium, and light alloys. 

Department of Health for Scotland, Edinburgh.— 
Department of Health for Scotland services, e.g., 
hospitals, all housing requirements, water sup- 
plies, sewerage, etc., provided by local authorities; 
and public-utility undertakings. 

Scottish Education Department, Edinburgh.—Schools 
in Scotland. 

Scottish Home Office, Edinburgh.—Police stations, 
prisons and special area factories in Scotland. 
Department of Agriculture for Scotland, Edinburgh. 
—Agricultural machinery, implements and build- 

ings, piers and land drainage works in Scotland. 

Board of Trade, Gas Administration Department, 
26, Chapter Street, London, S.W.1A.—Gas under- 
takings the gas 
industry). 

Board of Trade, Industrial Supplies Department, 
Millbank, London, S.W.1—(1) All home civilian 
trade except where specifically included under 
another department, including the requirements of 
factories (other than those working exclusively 
under the auspices of one Department or produc- 
ing aluminium, magnesium, light alloys, bricks, 
cement, or commodities controlled by the 
Ministry of Supply) for the repair and mainten- 
ance of their machinery and plant. Applications 
for authorisations should be made to the Board 
of Trade by the actual purchaser of finished steel 
and not by the purchaser of goods manufactured 
from finished steel. In the case of certain 
organised groups of manufacturers the Board of 
Trade issues a group authority to the secretary 
of each group who in turn issues authorisations 
to the members of the group. In the case of 
tinplates, terneplates and blackplates for home 
civilian trade applications should be made by the 
actual fabricators to the Administrator of Tin- 


Harrogate.—Air 


(including tools peculiar to 


oe Distribution, 50, Charing Cross, London, 
S. : 


(2) Indirect export (i.e., export of manufactured 
articles containing steel), except exports to British 
controlled oil companies and oil companies 
operating in the sterling area, Dominion and 
India Service requirements (which are authorised 
by the corresponding Departments in_ this 
country), agricultural machinery, hand tools, 
machine tools and motor vehicles and spare parts. 
In general, the Board of Trade either issue group 
authorisations to. the secretaries of Export Groups 
who in turn issue authorisations to their mem- 
bers or make arrangements for applications for 
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individual export orders to be submitted through 
the group. 

(3) Direct export (i.e., export of finished st-el) 
except to India, to oil companies and fo; 
Dominion Service requirements. 

Applications for exports to the territories fo; 
which the following Departments are responsible 
should be submitted through these Departments: 
Burma Office, Whitehall, London, S.W.1; Colonia] 
Office, Downing Street, London, S.W.1; and for 
requirements of non-ferrous metal mines in the 
Empire through Non-Ferrous Metals Control, 
Grand Hotel, Rugby. 

Priority Officer, Ministry of Health, Whitehall, Lon- 
don, S.W.1—Hospitals, housing schemes, water 
supplies, sewerage, refuse collection, etc., pro- 
vided by local authorities; and public-utility un- 
dertakings (excluding Scotland). 

Ministry of Agriculture and Fisheries, Linden Hall 
Hydro, Christchurch Road, Bournemouth.—Agri- 
cultural machinery, implements, buildings and land 
drainage works (excluding Scotland). 

Ministry of War Transport, Metropole Buildings, 
Northumberland Avenue, London, W.C2.-— 
Statutory railways, railway rolling stock (exclud- 
ing new tank wagons and internal user stock), 
ports, canals and canal carriers, highways, tram- 
way and trolley vehicle undertakings, works and 
buildings for inland transport undertakings. 

Ministry of Food, Westfield, Llanerch Road, Col- 
wyn Bay, North Wales——Tins and _ packing 
material for food, requirements of food fac. 
tories and of undertakings used for processing, 
storing and distributing food (including breweries 
and animal feeding stuffs); communal and emer- 
gency feeding. In the case of tinplates, terne. 
plates and blackplates, applications should be 
made by the actual fabricator to the Administrator 
of Tinplate Distribution, 50, Charing Cross, 
London, S.W.1. 

Ministry of Works and Buildings, Lambeth Bridge 
House, London, S.E.1.—Requirements of con- 
tractors of the Ministry. Authorisations will be 
issued to the firms concerned by the appropriate 
Department of the Ministry. 

Ministry of Works and Buildings, Director oj 
Cement and Director of Bricks respectively, 
Lambeth Bridge House, London, S.E.1.—Stee! 
for machinery and plant (including maintenance 
and repairs) of cement works and brick works. 

Ministry of Works and Buildings, Regional Licens 
ing Officers——Private enterprise works of build: 
ing or civil engineering construction. Lists of 
the areas covered by the various licensing officers 
may be obtained from any licensing officer or 
from the Licensing Officer, Ministry of Works 
and Buildings, Abell House, John Islip House, 
London, S.W.1. 

Board of Education, Branksome Dene Hotel 
Bournemouth.—Schools and other educational in- 
stitutions in England and Wales towards the cos! 
of which the Board makes a grant (excluding 
Scotland). 

General Post Office, Stores Department, 17/19 
Bedford Street, London, W.C.2.—Post Office 
requirements. 


Mines Department, Mill House, 87-89, Shaftesbury 
Avenue, London, W.1.—Mines and quarries under 
the jurisdiction of H.M. Inspectors of Mines and 
Quarries; coke ovens and patent fuel plants ex 
cept those owned by a steelworks or LC.L; tar 
distilleries and low temperature carbonisation 
plants; coal dumps; and private lines and sidings 
and rolling stock used solely for internal traffic 
within a mine or quarry premises. (Excluding 
Northern Ireland.) 

Petroleum Department, Dean Stanley Street, Mill- 
bank, London, S.W.1.—British controlled oil con 
panies’ requirements for home and export it- 
cluding the packaging and other requirements 0 
the lubricating oil trade, but excluding th 
“Service” Departments’ requirements and tht 
retail distribution of petroleum products in th 
United Kingdom. 

Electricity Commissioners, Savoy Street, Strané 
London, W.C.2.—Electricity supply industry 
covering generating stations, the grid and distr 
bution systems. 

Ministry of Commerce, Belfast, Northern Ireland 
All requirements of local authorities, A.R?. 
schools, hospitals, housing schemes, water suf 
plies, sewerage, churches and social centres, ag" 
cultural machinery and implements manufacture 
in Northern Ireland, agricultural buildings, rail: 
ways and other transport, harbours, canals, elec 
tricity and gas supplies, mines and quarmié 
extension and alteration of factories engaged 


(Continued on page 428) 
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MIGHTIER YET... 





























Present day conditions call for an even larger range of Warner 
Pigs—in fact we wish we could litter our stock ground with 
them. 


At any rate we are producing many analyses which, though 
they may not bejso familiar to the Foundry Trade as our 
ordinary grades, are helping numerous firms to solve their war- 
time problems. 


If we can help you, we help Britain to become “‘ Mightier Yet” 
—that is our{conception of war-time service. 


For 


Wana? 
Special Pig Irons 


WARNER AND CO. LTD., CARGO FLEET, MIDDLESBROUGH 


 ___ 
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The Week’s News in Brief 


Trade Talk 


Pritr & CoMPANY, iron and steel merchants, have 
removed their offices to 85, Gracechurch Street, 
London, E.C.3. 


SMALL & PaRKES, LIMITED, mapufacturers of 
brake linings, engine packings, etc., have moved 
their London office to new premises at 18, High 
Street, Wimbledon, S.W.19. 


THE AMALGAMATED ENGINEERING UNION is to 
make application for an advance of 4d. per hour 
on the present basic rates and monthly wage ad- 
justments in accordance with the cost of living. 


A MEETING OF THE LONDON SECTION of the Insti- 
tute of Metals will be held at the Junior Institution 
of Engineers (Incorporated), 39, Victoria Street, 
Westminster, S.W.1, on Thursday, July 24, 1941, 
at 6.30 p.m., when Mr. G T. Callis will deliver 
an address on “ Bronze.” 


THE pirectors of J. Brockhouse & Company, 
Limited, spring axle and ironwork manufacturers, 
have acquired a controlling interest in Orme, Evans 
& Company, Limited, enamellers and, sheet metal 
workers, of Wolverhampton. Purchase considera- 
tion has been satisfied by the allotment of 24,000 
£1 ordinary shares. 


THE PARTNERSHIP betweet Messrs. Noel Shepherd 
and John Keelan, carrying on business as brass- 
founders at Adelphi Works Alma Street, Radcliffe, 
Manchester, under the style of Shepherd & Keelan, 
has been dissolved. Debs will be received and 
paid by Mr. John Keelam who will continue to 
carry on the business; 5 


UNDER THEIR STATUTORY POWERS the Ministry of 
Supply, Iron and Steel Control, are to take a 
census of steel stocks o: June 30, 1941. This 
census will, in general, folow the lines of the one 
held at the end of 1940 Which yielded results of 
the greatest value in ‘ormulating Government 
policy in regard to supplés of steel. Some 30,000 
firms will be affected. 


THOMAS PERRY & Soi, LimiTED, roll makers, 
Highfields Works, Bilstot, have an associate con- 
cern in the U.S.A., whith some time ago sent a 
donation with the reques! that it should be devoted 
to a war purpose in thedistrict. The Bilston com- 
pany have doubled tk amount and bought a 
mobile canteen, which was handed over to the 
Council on June 6 by Mr. Owen F. Grazebrook, 
chairman of the compaiy. 


THE RECEIVER for th trustees of the debenture 
holders of Irish Steel,Limited, is offering for sale 
the company’s plant %nd goodwill. Irish Steel, 
Limited, planned to eter for the requirements of 
the Irish market fo merchant steel from }-in. 
rounds to 6-in. by 3-1. joists, as well as black gal- 
ganised sheets and: tinplate in standard sizes. 
Works were erectedon Haulbowline Island, Cobh, 
Co. Cork. The merchant mill is completed and 
has successfully prduced rounds, flats, angles, etc. 
Two open-hearth furnaces and a blooming mill 
were to be erectd, and part of the equipment is 
on the site. A heet mill for the production of 
sheets up to 4f in. wide is for the most part 
erected, the garproducing installation is erected, 
bar and pack firnaces and the tinplate mill equip- 
ment are on @e site, but not erected. There is 
other ancillar equipment in various stages of 
erection. 


THE view-hat public opinion requires to be 
roused over ‘terruptions of war work in the Clyde 
area was epressed by the Lord Provost of Glas- 
gow, Sir P#rick Dollan, in telling on Monday of 
investigatios he had made at the request of the 
Governmet. He was satisfied, he said, that 95 per 
cent. of fe workmen were doing their best, but 
he regrefd to find that the 5S per cent. were 
apparent! “lacking in enthusiasm and patriotism 
and seered to be under the influence of Com- 
munists,’ There had been, he added, an epidemic 
of smalMisputes which should have been settled by 
negotiaon, for which machinery existed. Strikes 
were spposed to be illegal, but they were still 
taking>lace. and the causes of them would astonish 
the polic if they were informed of them. as they 
ough to be. The pressure of public opinion once 
the ituation was properly understood would lead 
to te exercise of a healthy control on the part of 
the overwhelming majority of the workpeople, 
meftained Sir Patrick. 


Personal 


Mr. W. G. ROpNER has been elected a director 
of the Consett Iron Company, Limited, and the 
Consett Spanish Ore Company, Limited. 

Mr. D. ANDERSON resumed his duties as secre- 
tary of Thomas Wilkinson & Company, Limited, 
Middlesbrough, and their associated company of 
Messrs. Martha Simm & Sons, Limited, Gateshead, 
on June 23. 

SiR CHARLES CRAVEN has taken up the newly- 
created appointment of Controller at the Ministry 
of Aircraft Production. He has been released by 
the board of Vickers, Limited, of which company 
he is a director, at the request of the Prime Minister 
and the Minister of Aircraft Production. Sir 
Charles Craven will be responsible to the Minister 
of Aircraft Production for all matters connected 
with production. In addition to being a director 
of Vickers, Limited, aud chairman of Vickers- 
Armstrongs, Limited, Sir Charles is chairman of 
the English Steel Corporation, Limited, and other 
companies, and a director of Guest Keen Baldwins 
Iron & Steel, Limited. 

Mr. Fred L. WoLrF, technical director, Ohio 
Brass Company, Mansfield,O., was recently awarded 
the John A. Penton Gold Medal of the American 
Foundrymen’s Association for his outstanding con- 
tributions to the non-ferrous and malleable foundry 
industry. Mr. Wolf is and has been for many 
years one of the most active A.F.A. workers. He 
has served as a member of the Sand Research 
executive committee and committee on conservation 
and reclamation, on which he also served as re- 
presentative of the A.F.A. Non-Ferrous Division. 
He has also served on the Malleable Division 
Advisory Committee and the Handbook Com- 
mittee. In addition, he has served as chairman of 
the Committee on Specifications for Non-Ferrous 
Metals, A.F.A. representative on A.S.T.M. Special 
Committee on Promotion of General Use of Speci- 
fications for Copper Alloys in Ingots and A.F.A. 
representative on A.S.T.M. committees B-2 on Non- 
Ferrous Metals and Alloys, and B-5, Sub-com- 
mittee II. He has presented numerous Papers on 
non-ferrous and malleable subjects. Born on 
May 13, 1885, in Elmore, O., he acquired an early 
education in the public schools there and in Toledo, 
O., and graduated from the University of Michigan 
in 1908 with a degree of B.S. in chemical engineer- 
ing. Thereafter he spent two years at Cobalt, Ont., 
in charge of development work on mining claims, 
and became associated with the Ohio Brass Com- 
pany in 1911 as chemist. He was also a member 
of the executive committee of the A.I.M.E., Insti- 
tute of Metals Division, and a member of the 
A.S.S.T., A.S.T.M., American Chemical Society, 
American Electrochemical Society and the [British] 
Institute of Metals, and is prominent in committee 
work of the A.S.T.M. and the American Electric 
Railway Association. Mr. Wolf has been a prolific 
writer on many industrial subjects, both for asso- 
ciation meetings and the technical Press. 


Wills 


Leacu, H. B., a director of the Audley 
Engineering Company, Limited, 
Newport, Shropshire ee 

Lovett, F. T., ot Rotherham, chief 
buyer for the John Brown & Com- 
pany, Limited, group of collieries 

HICKMAN, EDWARD, of Tettenhall, Wol- 
verhampton, formerly chairman of 
directors of Alfred Hickman, 
Limited, Bilston oc és 

SmitH, C. D., of Hexham, Northumber- 
land, director of Smith’s Dock 
Company, Limited, late chairman 
of the Consett Iron Company, 
Limited ose vy : 


£33,921 


£6,242 


£146,986 


£45,329 











7 Obituary 


Mr. WILLIAM AUGUSTUS TENNANT, formerly 
chairman of C. Tennant, Sons & Company, Limited, 
steel agents and merchants, and an underwriting 
member of Lloyd’s, died recently at his home in 
Essex, aged 80. Mr. Tennant retired from the 
board of C. Tennant, Sons & Company in 1930. 
7c ee a director of the British Metal Corporation, 

imited. 
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Reports and Dividends 


John Harper & Company, Limited—Fin; 
dividend of 12 per cent., making 15 per cen 
(same). 

International Combustion, Limited—Interi 
dividend of 5 per cent. on the ordinary shar 
(same). 

Whessoe Foundry & Engineering Company, 
Limited—Dividend of 40 per cent. for the year tq 
March 31 (same). 

Consett Iron Company, Limited—Dividend 7 





the ordinary stock for the year to March 31 
1941, of 74 per cent. (same). 

Keith Blackman, Limited—Net profit for thé 
year ended March 31 last, £38,414 (against £32,770) 
after writing off £21,564 cost of shelters and A.R.P. 
equipment, etc., and reserving £52,500 for income; 
tax and N.D.C.; dividend of 174 per cent. (15 per 
cent.). 








Foundry Mechanisation and Equipment 
(Continued from page 426.) 


squeeze type, effective even ramming cannot be 
hoped for if the sand is not itself homogeneous, 
and this requires a sand mill. The sand mil 
will ultimately require a feed belt as increased 
volumes of sand are required; and so on until, 
little by little, mechanisation has been com- 
pleted. 

This kind of growth has been the beginning 
of complete mechanisation in many foundries, 
and such beginnings may even be expected in 
South Africa, whose development is making 
greater and greater strides due to the war. Any 
development, no matter what its nature may 
be, will always react favourably on the foundry 
industry, and as South Africa is forced more 
and more to fall back on its own resources, the 
manufacture of many articles now imported, 
both domestic and industrial, will be completely 
undertaken here. Let it be hoped, too, in such 
manner, that South Africa will be able to com- 
pete favourably in the open market. 


STEEL xounp « 
G RIT ANGULAR 


FOR SHOT BLASTING. 


Prompt Deliveries ‘at Controlled 
Prices. 


MOWAT’S PIONEER GRIT CO. 
LIMITED. 


HOLLAND STREET, ABERDEEN 
































MAGNETIC 
SEPARATO 


\RAPID- BIAFLUX’ 


Patent 
PULLEY & DRUMS 
The noe 
RB 
pk SANDS 
sizes 







at 


FOR 
LISTED IN 5 


LIFTING MAGNETS 


FOR PIG IRON & SCRAP 
CLUTCHES & CHUCKS 


THE RAPID MAGNETTING MACHINE Co., Leds 
canee Works, Lombard St., Birmingham, |! 


: Victoria 1137-8 “Groms:° Borings, Birmingher."_| 














froin 
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4 = which enjoy the confidence of 
until, leading engineers : 
_ GLENBOIG SPECIAL: HIGH 
nning For use in all types of combustion chambers 
dries & furnaces operating at high temperatures. 
Ben GLENBOIG SPECIAL CROWN: 
“7 For suspended arch blocks and all blocks sub- 
aaa ject to thermal shock and high temperatures. 
undry GLENBOIG: . 
more Unequalled for general furnace construction, d ll 
oe ere oan ng freedom from spalling 
— GLENBOIG CROWN: | 
such For suspended arch blocks, throat bricks— 
com- wherever freedom from spalling is the most 
aaleatinanen Cn two important factors are provided for in the 
— CASTLECARY: : : : 
— Giese Reenieny taal, tained range of firebricks supplied by General Refractories 
GEM: An exacting control of the raw materials available from it 
All posit'- .ere conditions are less severe : —— , 
ae _ch necessitate the use of first many firebrick works throughout the country—the use o 
AR one the most modern equipment—the rigid application o/ 
ADAMANTINE: lab t t h — . th ; 
Hard vitrified firebricks highly resistant to a oratory ests at each manutac uring stage— nese ensure 4 
abrasion—extensively used in cool end of : : : ; 
‘otdiainn ahaa. supply of sound firebricks of uniform quality, shape and size. 
LLANGENNECH: The resources of General Refractories enable them to offer 
For use in secondary positions. Good shape . ‘ , 
and size. a range of refractories suitable for the execution of any 
WHITE CARR: contract. The user may, therefore, depend upon receiving 
= A general purpose firebrick, especially suit- , “= : 
- able for ladle linings in stee! works. carefully considered and unprejudiced récommendations 
STOURBRIDGE: directed solely to ensure maximum life and dependability 
Standard Stourbridge firebrick of excellent ‘ 
shape and size. from his furnace structures. 
GENERAL REFRACTORIES LTD. 
HEAD OFFICE: GENEFAX HOUSE, SHEFFIELD, 10. TELEPHONE 31113 (6 LINES) 
Sa. GP.13 
FIREBRICKS: Glend2ig Special, Glenboig Special Crown, ey INSULATION : Amberlite Bricks, Cement and Concrete. 
Glenboig, Glenboig Crown, Castlecary, Dykehead, Gem, \'\ SILICA BRICKS: Lowood, Meltham, Allen, Quartex. 
White Carr, Stour, Hycone, Alumantine, Hysilyn, \\S@ i BY/ CEMENTS: Sintex, Durax, Pyrolyte. PLASTICS : Durax, Rotaline, 
Adamantine, Llangennech. SE Plastic ~K-N., Glerdoline, Ground Ganister, Stee! Moulders’ 
a] BASIC BRICKS : Spinella, Saxpyre, Supermag, Diazite, Dolomax. Compositions. SILLIMANITE: Tank Blocks, Bricks and 
q ACID-PROOF REFRACTORIES: Obsidianite, Losol. Cements. SANDS: Moulding, Brick Facing, Silica, Glas. 
‘a 
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Raw Material Markets 


Although the end of the first half of the year is 
at hand, no intimation has been given of any 
change in selling prices of iron and steel for de- 
livery during the second period. All prices are, of 
course, fixed by the Iron and Steel Control, so 
that, until word is forthcoming from that body, 
both producers and buyers will remain ignorant of 
the future trend of quotations. No decision has 
been taken to date regarding the length of the 
period during which current prices will continue to 
rule, but it is authoritatively stated that steel prices 
for the period beginning July 1 are to remain un- 
changed. There is, moreover, no prospect of any 
change taking place in the near or mid-term future. 

It is generally felt in the industry that there is a 
good case for higher rates, despite the desire of all 
concerned to avoid inflation. The trade position, 
however, is little affected. In normal times, of 
course, the price question is often a vital factor in 
a the trend of business, iron and steel 
makers selling cautiously when the time draws near 
for an increase in prices, while buyers naturally 
tend to withhold their business when lower rates 
are foreshadowed. In prsent circumstances, how- 
ever, prices are of compuiratively little importance: 
the demand is there whatever the cost of the 
material, while forward business may be transacted 
subject to a rise-and-fal clause. 





Pig-lron 


MIDDLESBROUGH — Many consumers of 
foundry pig-iron are booking ahead, licences being 
issued for deliveries ifter June 30. Derbyshire 
and Northamptonshire furnaces are able to look 
after the needs of uses in this area, so that the 
absence of Cleveland iron production is not a 
serious matter. Light~astings makers’ consumption 
is by no means impressive, as their trade was 
severely hit by the oatbreak of hostilities, and this 
has not been offset sy the placing of Government 
orders on a large scile. But high-phosphorus iron 
is now much more widely. utilised by the heavy 
engineering industry which is fully extended by 
urgent contracts anc is being encouraged to make 
all possible use of 1igh-phosphorus iron owing to 
the limited supplies of the better quality materials 
which the trade is iccustomed to use. 

All available sujplies of hematite are readily 
moving into consunption, but, unfortunately, the 
| ge 4 coming feward is nothing like equal to 
the demand. As . result, a certain amount of 
inconvenience is isevitably caused, but consider- 
able progress has seen made in the use of high- 
phosphorus iron, efined qualities, and scrap. It 
Is considered probble that hematite prices will be 
raised in the nea: future. 


LANCASHIRE -No high hopes are held of any 
real improvemen in the position of light-castings 
manufacturers irthe near future, as only an influx 
of Government contracts could remedy the situa- 
tion brought albut by the war. As yet, however, 
the volume of Jovernment trade with this industry 
has been disapointing and shows no sign of ex- 
panding, at east for the time being. Jobbing 
foundries, tog are not well placed and cannot see 
far ahead. Vhile the demand for iron from these 
sections is «rtailed, heavy tonnages are regularly 
called for b the speciality engineering trade, which 
is extremel busy catering for the requirements of 
Se be. sega — — users in priority 
categories equate supplies of iron are arrivi 
from the Midland easaen. . om 

MIDLANDS—Production of heavy castings has 
attaineda very high level, and makers are conse- 
quently absorbing large tonnaves of iron. The 
better ¢ades—low-phosphorus iron and hematite— 
are nomally the mainstay of the furnace mixtures, 
but Iteh-phosphorus and refined irons, together 
with -rap, are now being incorporated extensively, 
owin to the difficulty encountered in securing 
adeaate supplies of the former grades. It is not 
alwys possible to adapt mixtures freely, but where 
praticable the results have been satisfactory. 
Thre is still only a weak call for light castings, 
an makers are not sharing to any extent in 
Gvernment orders, as, generally speaking, their 
pnt is unsuitable for making the heavy castings 
yost in demand by the war machine. Thus, their 
on requirements are rather meagre and are readily 
atisfied, being confined to the high-phosphorus 


? 


class produced from ores found in the United 
Kingdom. 


SCOTLAND —Pig-iron consumers in this area are 
finding it no easier to procure supplies and delays 
in deliveries are general, although works carrying 
out orders of a vital character are assured of their 
current requirements. Business is most active in 
the heavy engineering section, Government depart- 
ments and other bodies concerned in the further- 
ance of the war effort placing orders for big ton- 
nages of large castings. In the light-castings trade 
variable conditions prevail, but few works are able 
to report satisfactory operations. 


Coke 


Business in foundry coke is steadily maintained, 
and the usual seasonal quietude has been absent 
this year on account of users’ desire to lay down 
extensive ground stocks. Gurrent needs, too, are 
above the average level, so that ovens are being 
kept busy dealing with inland orders and are less 
seriously affected by the reduced export trade than 
might have been expected. 








Steel 


Steel consumers must obtain authorisation from 
a Government department before buying fresh sup- 
plies, and in this connection the Iron and Steel 
Control is sending to all users a pamphlet giving 
the main outline of the distribution of steel supplies 
scheme. The pamphlet includes a full and up-to- 
date list of the responsibilities which come under 
each of the Government departments and of the 
addresses to which applications for steel authori- 
sations should be made. The list reflects a number 
of developments since it was last issued in the 
Steel Distribution Booklet~ in September, 1940. 
Business in nearly all sections of the steel industry 
continues to be very brisk and most producers are 
fully booked over a considerable period ahead. 
While times of delivery of certain grades have been 
shortened, delays continue in other classes of steel. 





Scrap 


Keen pressure is still being exerted for deliveries 
of many classes of iron and steel scrap, despite 
some improvement in the supply of certain descrip- 
tions. It is evident that home sources of supply 
will have to be tapped to an even greater extent 
if works are to be kept satisfactorily supplied and 
imports reduced. It is felt, particularly, that there 
is overdue delay in the clearance of demolition 
metal. It is understood that fresh purchases of 
more than 350,000 tons of American scrap have 
recently been made on British account. 





Metals 


_ TIN—The belief that heavy selling by speculative 
interests in tin took place last week, when prices 
declined as a result of lower advices from Singa- 
pore, has since been proved incorrect, the large 
sales being made by producing and mining con- 
cerns as hedging operations. During the past few 
days offerings by smelters have been on a good 
scale, and trading has been active. Apparently the 
American Metals Reserve Company is continuing 
to refrain from buying on a large scale, despite the 
stated intention of the company to double the 
amount of the metal which it would acquire, 
making about 150,000 tons in all. Total purchases 
by the company by the end of this month cannot 
be more than some 36,000 tons. The Government 
of the United States has just established a virtual 
monopoly on rubber imports, and similar steps are 
likely to be taken with other strategic materials, 
including tin, chromium and tungsten. Large sup- 
plies of these metals are obtained from the Far 
East. London tin circles would welcome control 
over the import and distribution of the metal in 
America. The restraint on the part of the Metals 
Reserve Company is believed to have been brought 
about by American private consumers having 
baught on such a heavy scale that the New York 
forward price has been kept well above the level 
of 50 cents per Ib., at which the company agreed 
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to buy its metal. This has been the case for 
several months. ’ 

The London Metal Exchange has received a 
letter from the Minister of Supply elucidating ce:- 
tain points in connection with the questionnaiic 
recently issued to a number of firms by the 
Ministry. It now seems that the questionnaire was 
to obtain information concerning the quantities and 
distribution of stocks of tin in the hands of mer- 
chants and consumers, apart from those held in 
public warehouses, and published as visible stocks. 
The letter requests that the returns state clearly 
whether stocks shown are in public warehouses or 
privately held. It is proposed to call for such 
returns at regular intervals. 

It has been common knowledge for some time 
past that Japan has exerted considerable pressure 
on Thailand with a view to securing large tonnages 
of tin and rubber. It is understood that the British 
Government has lately made representations to 
Thailand regarding the policy of the Thai Govern- 
ment in persuading all Thailand tin and rubber 
producers to sell their output direct to it for ship- 
ment to Japan. Conversations are proceeding in 
Bangkok. The Thai Government has_ recently 
brought pressure to bear on rubber and tin pro- 
ducers in her territory to ensure that such com- 
modities are sold direct to the Thai authorities. 
Concentrates sent direct to Japan have been partly 
refined and sent on to Germany and partly sent 
on in the form of concentrates. 

Japan has not been idle in respect of tin supplies 
in other directions; for some time past a Japanese 
trade delegation has been at Batavia for the purpose 
of concluding a trade agreement with the Gevern- 
ment of the Netherlands East Indies. The nego- 
tiations appear to have been carried on in desul- 
tory fashion, and little has been achieved, with the 
result that the Japanese party is likely to return 
home in the near future on the instructions of the 
Tokyo Government, the N.E.I. Government 
throughout having firmly resolved that Japan could 
only be allowed to purchase tin and other com- 
modities to the extent required for internal use, 
no surplus being permitted for re-exportation. In 
assessing a fair and reasonable standard for 
Japanese purchases of goods from the Dutch East 
Indies, the Government have had a particularly 
difficult problem; Holland, being at war with Ger- 
many and an ally of Great Britain, could not afford 
to sell anything to Japan which, by some means or 
another, might react adversely on the prosecution 
of the war effort. For example, what is to stop 
Japan utilising any tin she might procure from 
the N.E.I. for internal consumption and, at the 
same time, despatching supplies from the Japanese- 
controlled sources of production in Indo-China and 
Thailand? The uncertainty of Japanese future 
policy following the attack ‘by Germany on the 
Soviet Union will tend to make the N.E.I. Govern- 
ment maintain its firm attitude, in view of the 
possibility of Japan becoming an active belli- 
gerent. 

Tin prices on the London Metal Exchange during 
the past week have been as follow: — 

Cash—Thursday, £263 to £263 5s.; Friday, 
£261 10s. to £261 15s.; Monday, £261 5s. to 
£261 10s.; Tuesday, £260 10s. to £260 15s.; Wed- 
nesday, £259 10s. to £259 15s. 

Three Months—Thursday, £265 to £265 5s.; Fri- 
day, £263 15s. to £264; Monday, £263 15s. to £264; 
Tuesday, £263 to £263 5s.; Wednesday, £262 to 
£262 5s. 

COPPER—Consumption of copper in this country 
is largely on account of Government requirements. 
while in the United States a dwindling amount of 
the red metal is being absorbed by consumers who 
are not operating on defence orders. The American 
Price Administrator, Mr. Leon Henderson, has 
recently stated that estimated needs of copper for 
defence purposes were 1,800,000 short tons per 
annum. 

SPELTER—Non-essential users of this metal are 
not receiving all their needs owing to the large- 
scale orders by Government departments and other 
priority consumers. In the United States, the Office 
of Production Management has ordered full priority 
control in domestic zinc supplies as from July 1 
The Metals Reserve Company has purchased 
100,000 tons of zinc ore concentrates from the 
Argentinian Aguilar mines. The recoverable zinc 
content is about 42,500 tons. 

LEAD—The lead supply situation is quite satisfac- 
tory and few, if any, users are going short of the 
metal. It is understood that useful business in 
lead pipes and sheets is being done with overseas 
buyers, while lead paints, too, are being exported. 
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@ HEMATITE 
LOW PHOS. FOUNDRY, ¥ 
MEDIUM PHOS. FOUND SARS: 


, SAND CAST OR MACHINE CAST 
Made and Supplied by 


wits BNLDWINS 





IRON & STEEL CO.,LTD. PORT TALBOT. 











“ONE OF THE ERITH SANDS” 


PARISH’S WHITE SILICA SAND is ideal for Core Work and all present- 
day High-Finish Processes. 


High Silica Content. Uniform Grain. Dominant Grain on 70-Mesh Sieve (AFA). 
Deliveries by Road, Rail or Sea. 


Write for Illustrated Brochure of Latest Available Data or Free Sample to: 


emuseo J, PARISH & CO., ERITH, KENT. "232" 
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‘BALLARD’ CORE DRYING OVENS 
ALL TYPES including 





Coke Fired Oven with 
4 Drawer type Shelves; 
each, when withdrawn, 
forms its own seal. 





Gas Heated Shelf Type Oven 
with Small Drop Doors. 


Made any size to suit requirements 


GAS or COKE FIRED 
WITH or 
WITHOUT FAN CIRCULATION 


CONTINUOUS TYPE CORE 


OVENS 
made by, 


SPECIALISTS in CONTINUOUS 
OVEN: DESIGN 


with 25 years’ experience 
e 


F. J. BALLARD & CO., LTD., 
TIVIDALE, TIPTON, STAFFS. 
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Telephone: BYFLEET 3100 (2 lines) 


THE wows 











Index to Advertisers, p. 11 Situations, etc., p. 16 B 





4 FOUNDRY TRADE JOURNAL June 26, 1941 





INO lL f 


PRODUCTION 


How to increase production is the chief problem in these 
days. One of the best and easiest ways is to use Sterling 
Moulding Boxes. Sterling Boxes have all the qualities required. 


They are: 
LIGHT 
STRONG 
RIGID 
ACCURATE 
DURABLE. 


ed & * 
They are used in all types 


of foundries. Why waste 
time making your own 





boxes when you can buy HERE is no better Moulding 
NG Rater ¢ Box made, and there is no 
other Moulding Box ‘just as | 
Telephone : good.” Take no chances; let 
BEDFORD 3345 your next lot of Boxes be 
Telegrams : ‘* Sterlings.” 


STERFLASK - BEDFORD 


MK FOUR 


BEDFORD 








June 26, 1941 FOUNDRY TRADE JOURNAL 5 


REDUCES 
FOUNDRY 
COSTS=- 





Squeezing, vibrating and heating are 
carried out electrically. 
Production of difficult work is rapid and 
efficient—1l00 moulds can be produced 
for one unit of electricity. 
Distortion of moulds is eliminated as 


‘*rolling-over’’ is performed before 
squeezing. Finished mould is auto- 
matically stripped on to the conveyor ; 
the energies of the operator are 
thereby conserved for mould production 
only. 


Write for leaflet M.115. eae 


a VER TYPE MAGNETIC MOULDING MACHINES. 


~~, 


(BRITISH PATENT No. 321777) sti oon d 


BRITISH INSULATED CABLES LTD., Head Office: PRESCOT. LANCS. 








TOTALLY-ENCLOSED FAN-COOLED 


MOTORS 


A.C. a=" 


For use in 
exposed positions 
or in dusty, 
moisture-laden, 
and corrosive 
atmospheres. 





D.C. 
















No other manufacturer 
can offer a wider choic 
of electric motors, wit 
appropriate control gear, 
for every drive in every 
industry. 


BTH Products include all 
kinds of electric plant and 
equipment; and Mazda, 
Mercra, and Sodra lamps. 


IRON & STEEL 
PRESERVATIVE 
REG? TRADE MARK PAINTS 


—the Paints of Stamina! 
MA Paper Mills in the South East. 


Colour Card and full particulars from Sole Mfrs. 
ATLAS PRESERVATIVE CO. LTD. Undercliffe Works,ERITH KENT 





Ask BTH for advice on all 
industrial lighting problems! 











THE BRITISH THOMSON-HOUSTON COMPANY LIMITED, RUCBY, ENGLAND. 


A3021 
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+ h eC EARLY NAVIGATORS did more than discover a new continent. They charted 
a traffic lane which gave their country over a century’s start in the race for trade. Likewise, 
Bradley’s the largest makers of REFINED PIG IRONS have been responsible for ‘‘charting’”’ 
the development of what is, to-day, one of Britain’s most valuable basic products. Making use of 
only the best of raw materials, employing nothing but the finest of equipment, governed always by 
the most modern scientific methods, Bradley’s enjoy a unique reputation for Spun-Refined Pig 
Irons for High Duty Castings of all types, including Motor and Steam Cylinders, Chilled and Grain 


Rolls, Malleable Castings, Heat and Corrosion Resisting Castings, etc. 


BRADLE Vaso POSTER LTD 


DARLAS TON tA ST U RNA CE S 





MAKERS OF SPUN-REFINED PIG IRONS SPUN-REFINED 


DARLAS TON STAFFS ALLOY PIG IRONS—BLENDED “ALL MINE " PIG IRON— 


HIGH CARBON STEEL PIG IRON—FIRE-RESISTING PIG- 
IRON—ELECTRO-REFINED ALLOY IRONS AND INGOTS. 


eee eae 


Longleys 


PHONE DARLASTON 3555 (S LINES): TELEGRAMS: BRADLEY DARLASTON 
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OAS Pneulec drying stoves operate on the hot air pressure drying 
A Y \W system, the chief advantages of which are @ uniform temperature 

in every position @ positive drying irrespective of weather 

conditions @ no burning, cracking or distortion @ clean, dry heat 

free from soot deposit @ quick drying @ complete temperature 


control in every stove @ satisfactory for every type of core and 


mould @ If you are interested, please ask for illustrated folder. 








PNEULEC 


core and mould jarr maga me preparing ot amine mills rotary sand dryers 
— sand mixets drying stoves machines plants disintegrators portable mould dryers 


PNEULEC LIMITED = Mafeking Road - Oe yn - Near BIRMINGHAM 
TTT TE 
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J. W. JACKMAN & CO., LTD. 


PATENT CONICAL ROLL 
SAND MILL 


FOR INTENSIVE MILLING 
AND MIXING 


No over-milling. 
Variable Roll pressure. 


Actual rubbing action on sand 
grains and uniform  distri- 
bution of bond. 








GEARED 
CRANE LADLE 


All Gears machine cut, 
running in oil bath. 


All Gears totally enclosed. 








WORKS : 


VULCAN WORKS, BLACKFRIARS ROAD, MANCHESTER. 





SHOWROOMS AND 26, BLACKFRIARS STREET, 
DEMONSTRATION PLANT > : MANCHESTER : 


Telephones: 4648-49 Deansgate, MANCHESTER. 
Telegrams: “ Blast” MANCHESTER. 
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Quickly and easily prepared 
© Plates ready for use next day 
© No expansion, cracking or 





contraction 
© Has the strength and 

Time is the vital factor now in war production appearance of marble 
and Titanite is playing its part in many branches © Reproduces the finest details 
of aero and armament work by eliminating © Pattern Plates last for years 
pattern-making delays and saving skilled labour. © TITANITE SAVES 80°/. 
IN PATTERN MAKING 

COSTS 











TITAN WORKS, 
AL 


ONSIRUCIION BIRMINGHAM, 12 


ENGINEERING C2 LID MIDLAND 4753-4 “ STRUCTURAL” 























WE SUPPLY THE LEADING IRON, STEEL & NON-FERROUS FOUNDRIES WITH 








Est. over 75 years. JAMES DURRANS AND SONS LTD. 
PH@NIX WORKS & PLUMPTON MILLS, PENISTONE nr. SHEFFIELD 




















KING Bros. || Vitreous ENAMELLING 


(Stourbridge), Ltd. STOURBRIDGE, England. WILL ENHANCE THE APPEARANCE 
Telegrams: “ KING BROS., STOURBRIDGE.” OF YOUR CASTINGS AND INCREASE 
STOURBRIDGE CLAY. SALES 


Tus Hiomsssr Awarps for Gas Rerorts and other goods (in 
Fire Clay) have been awarded to Kinc Brorugrs for their 
goods made from their renowned Stoursripce Firg Otay. 


MANUFACTURERS OF 
UPOLA BRICKS, Best QUALITY. 
oe of BLP and TINTERN ABBEY BLACK and WHITE CLAY. 





Write for particulars ! 





R TTINGS. 
AEST PORVACE UMN oon pxices. THE RUSTLESS IRON Co., Ltd., 
Coke Oven Bricks a speciality. Trico Works - - - Keighley 
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GB Korvol 
GB KorprK 


Technical Advice on Application + Worldwide Sales‘and Service - British Made by— 


CORN PRODUCTS COMPANY LIMITED 

















BUSH HOUSE, ALDWYCH, LONDON, W.C.2 
BRANCHES AT :—BIRMINGHAM - BRISTOL * GLASGOW - LEEDS-MANCHESTER * NEWCASTLE 
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BLACKMAN 7. 
VPN) Be@ele] Bi tc ifece 


| es \ 4 





For blowing cool air at workers engaged 








P Unit with heavy ; 

in hot spaces at furnace fronts, etc, base onj castors is = control of air-flow. 
; iy hk po Effective up to 

Of heavy, all-steel construction, designed 1 has Universal swivel ee te ee 
in ea ; ” ” ” 

to stand up to hard-working conditions. complete directional eer 

Can be adapted for suspension where floor il 








space is limited. 


Full particulars 7 KEITH. . eK q ; ee 
and prices BLACKMAN me = 09 eal ee * 
on request ... ( LTD. : mm ving ) -aphe 


MILL MEAD ROAD, 
\ LONDON, N.17. 


"PHONE: TOTTENHAM 4522. 
TUIUUVOUEUESEUUOUODEUOOUUOOOEOUOUEIOULEAEUTEIIIE ‘Grams: “thee” maa UUUEADUGAOUOUECAUUGEOOUEGOOOEOGOOUEOOOUOEGUOUOOOOGCAOOUUOOOOUOOOUUEOOOUOOOOOUGOOOUEOOOOUEOOOOEOGOOUGONOUSOOTOONOOOUUOGOOOONUOOOUNUO0N000000U000000000000000000U0000° HRONOUUEY 
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UGMISTS 


An 

August’s 

Sand 
Reclamation 
and Preparation 
Plant for 

the Randupson 
Process. 





Courtesy of Manganese Bronze and Brass Co. Ltd. 
Recent progress in Scientific Control of Founding Processes is not 


confined to the Iron and Steel branches of the industry—the non-ferrous 
foundries are very alive to modern advances too. 


August’s are assisting in these developments; J. Stone & Co., Ltd., 
Magnesium Castings & Products Ltd., Shipham & Co., Ltd., John 
Holroyd & Co., Ltd., amongst other well-known non-ferrous founders are 
installing August’s mechanisation. 


“The Specialists in Foundry Mechanisation” 


whose products 


“Set the Standard by which Foundry plant is judged.” 


UGUSIS 


LIMITED 
‘Phones: 61247 & 8. HALIF AX, ENGL AND ’Grams : August, Halifax 


Sole Licensees and manufacturers for British Empire (excluding Canada) of the Simpson Sand Mixer 























| = 
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PERFORMANCE .. . eo he , 


A British gun-crew in action is a marvel of speed and 
dexterity. Each man works with mechanical precision 
in close co-operation with his fellows. Such a high 
standard of Performance is a tradition proudly upheld 
by the British Army, even under the most arduous 
conditions. 





‘““Sirocco’’ High Pressure Fans are identified by a 
similar high tradition of Performance, and find wide 
application in industries where an adequate supply of 
air blast at comparatively high pressures is required 
for forges and cupolas. ‘‘Sirocco”’ Fans enjoy a high 
reputation for dependable service, and numerous 
installations testify to their excellence and suit- 
ability. A wide range of sizes and designs ensures 
correct fulfilment of individual needs. 












The illustration on 
left shows a 


agg Pe * Send to-day for Publication Ref. SF26, de- 2 


with direct- scribing ‘* SIROCCO”’ HIGH-PRESSURE FANS 


coupled driving 
motor. 


ov | DAVIDSON & CO. LTD. 


Sirocco Engineering Works, Belfast.. 


LONDON * MANCHESTER * LEEDS * BIRMINGHAM * GLASGOW "|NEWCASTLE "CARDIFF *, DUBLIN , 

















PRODUCTS 










Every spoiled casting wastes time, wastes metal, wastes. 
STOP TH AT fuel, wastes labourjand wastes money.g 
STERNOCORE High-efficiency Core Oils, Creams and; 


Compounds minimise this wastage and effect still further 
savings by reducing the amount of fettling required. 


er 5 TERNOCORE 


@ HIGHER PERMEABILITY. 
® QUICKER DRYING. 

@® LOW GAS EVOLUTION. 
@ LOWER TRUE COST. 


® REDUCED OBJECTIONABLE 
FUMES. 











STERNOL LTD., FINSBURY SQUARE, LONDON, E.C.2. 





Telephone: National 7644. Telegrams : ‘* Sternoline, Phone, London.” 
Also at Bradford & Glasgow. 
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COPPER* 
£ s. d. 

Electrolytic 62 0 0 
High-grade fire-refined .. 6110 0 
Fire-refined of not less than 

99.7 percent. .. co 9 © 
Do., do., 99.2 percent. .. 6010 0 
Black hot-rolled wire rods.. 65 10 0 

TIN 

Standard cash .. 25910 O 
Three months . 262 0 0 
Settlement . 259 15 O 


— average Cash, June 267 13 114, 
Do. Three Months, June 266 8 11 


Do. Settlement, June ..267 14 334 
SPELTER* 

G.O.B. (foreign) wed aa 2515 0 
Do. (domestic) . 2610 0 
* Prime Western ” .. -- 2610 0 

Refined and electrolytic .. 27 5 0 

Not less than 99.99 " 
cent. . 28 15 0 

LEAD* 

Good soft pig-lead (foreign) 

(duty paid) 25 0 0 

Do., do., (Empire and 
domestic) . = 25 0 0 

English Ae: os 8610 0 

Sheets home ~ ; .. 3510 0 

Do. export, f.o. b. es wee Od 

Pi home . . & 00 
bo. export, f.o.b. -. S21 0 

Tea lead (nom.)_ .. ee _— 

ALUMINIUM sie ia 

Ingots we os ae 

Wire, 10g. -. nom. 

Sheets a .. nom. 

Circles, 20/24g. . nom. 

ZINC SHEETS, etc. 

Sheets, 10g. and _ thicker, 
ex works . 39 2 6 

Rolled = (boiler ‘plates), 
ex WO! 7 2 6 

Zine weude (Red Seal), aja 
buyers’ premises . 28 7 6 

ANTIMONY 

English, 99%, delivered .. 102 10 0 

Foreign Regulus, duty 
pai —~ 6 6.0 

Chinese, prompt shipment, 
cif. ae Bs ne nom. 


QUICKSILVER 
Quicksilver, ex w’hse London 47 15 0 


HIGH-SPEED TOOL STEEL 
Finished bars, 14% tungsten 3s. Od. 
Finished bars, 18% tungsten 3s. 10d. 
Finished bars, 22% tungsten 4s. 4d. 


Per lb. d/d buyers’ works. 
NICKEL SILVER, etc. 
Per Ib. 
Ingots for raising 10d. to 1/4 
Rolled— 
To Qin. wide 1/4 to 1/10 
To 12 in. wide 1/4} to 1/10} 
To 15 in. wide 1/44 to 1/104 
To 18 in. wide 1/5 to 1/11 
To 21 in. wide 1/5} to 1/11} 
To 25 in. wide 1/6 to 2/- 
Ingots for spoons and forks 10d. to 1/64 
Ingots rolled to spoon size 1/1 to 1/94 
Wire round— 
To 10g. 1/7} to 2/2 


with extras according to gauge. 
Special 5ths quality turning rods in 
straight lengths, 1/6} upwards. 





* Maximum prices per long ton delivered to 
buyers’ premises. 
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FERRO-ALLOYS AND 
STEEL-MAKING METALS 


Ferro-silicon (5-ton — £€a. 4, 


25% 21 0 O 

45% 23 10 0 

15% “3 ee 36 10 0 
Ferro-vanadium— 

35/50% .. 15/6 Ib. Va. 
Ferro- moly bdenum— 

70/75% carbon-free 6/- Ib. Mo. 
Ferro-titanium— 

20/25% carbon-free 1/9 Ib. 
Ferro- -tungsten— 

80/85%, : 5/1 Ib. 
Tungsten. metal powder— 

98/99% ; 5/24 Ib. 
Ferro-chrome— 

2/4% car. ee rh —_— 

4/6% car. os os 47 0 0 

6/8% car. e me 47 0 0 

8/10% car. os a —_ 
Ferro-chrome— 

Max. 2% car. 1/03 Ib. 

Max. 1% car. .. 1/14 Ib. 

Max. 0.5% car... 1/1} lb. 


70%, carbon-free ‘ == 
Nickel—99 .5/100% . £190 to £195 


“F” nickel shot .. 175 0 0 
Ferro-cobalt, 98/99% 8/9 Ib. 
Metallic chromium— 

96/98% : 3/9 Ib. 
Ferro-manganese— 

76/80% loose 18 16 0 

76/80% packed .. 20 0 0 
Metallic manganese— 

94/96% carbon-free 1/9 lb. 


Per ton unless otherwise stated, 
basis 2-ton lots, d/d Sheffield works 


SCRAP* 


South WaLEs— gad £€ a @ 


Short heavy steel, 


not ex. 24-in. 
lengths -- 4 2 Oto4 4 6 
Heavy machinery 
cast iron a me 470 
Ordinary heavy 
cast iron ae = 420 
Cast-iron eaeed 
chairs .. 470 
Medium cast iron 318 3 
Light cast iron .. 313 6 
MIDDLESBROUGH— 
Short heavy steel 319 9to4 2 3 
Heavy machinery 
cast iron 411 9 
Ordinary heavy 
cast iron é 49 3 
Cast-iron ented 
chairs .. 49 3 
Medium cast iron 319 6 
Light cast iron .. 314 6 
BrrMINGHAM DIsTRICT— 
Short heavy steel 3 14 9to317 3 
Heavy machinery 
cast iron a a 412 3 
Ordinary heavy 
cast iron ae as 4 7 6 
Cast-iron railway 
chairs .. ‘ 47 6 
Medium cast iron 4 0 3 
Light cast iron .. 315 3 
ScoTLanp— 
Short heavy steel 319 6to4 2 0 
Heavy machinery 
cast iron ret a 414 3 
Ordinary heavy 
cast iron ax oe 49 3 
Cast-iron railway 
chairs .. ; 414 3 
Medium cast iron 317 3 
Light cast iron .. 312 3 





* Delivered free to consumers’ works in 
England and Wales. For deliveries of cast-iron 
scrap free to consumers’ works in Scotland, the 
above prices less 3s. per ton, but plus actual 
cost of transport or 6s. per ton, whichever is 
the less. All prices: Plus 3} per cent. dealers’ 
remuneration : 50 tons and upwards over three 
months 2s. 6d. extra. 


1941 
PIG-IRON* 
N.E. Coast (d/d Tees-side — 
Foundry No. 1 131/- 
i No. 3 128/- 
ss No. 4 127/- 
Forge No. 4 127/- 
Hematite No.1 .. 138/6 
Hematite M/Nos. .. 138/- 
N.W. Coast— 
Hem. M/Nos. d/d Glasgow 138/6 
»  4d/d Birmingham 150/- 
MipLanDs (d/d Birmingham dist. e 
Staffs No. 4 forge .. . 129/- 
» No.3 fdry. 130/- 
Northants forge .. 126/6 
* fdry. No. 3 127/6 
fdry. No. 1 130/6 
Derbyshire forge . 129/- 
- fdry. No. 3 130/- 
Pe fdry. No.1 .. 133/- 
Phosphorus 0. 5% to 0.75% 137/6 
Phosphorus 0.1% to 0. 5%. 140/6 
ScoTLanp— 
Foundry No. 1,Grangemouth  127/3 
No. 3, Grangemouth 124/9 
Cleveland No. 3, Glasgow. . 131/- 
Falkirk . 128/- 
Scottish hem. M/Nos. d/d.. . 138/6 
SHEFFIELD (d/d — : 
Derby forge ; 126/6 
»  fdry. No. 3 127/6 
Lines forge 126/6 
fdry. No. 3. 127/6 
W.C. hematite 144/- 
LANCASHTRE (d/d eq. Man.)— 
Derby fdry. No. 3 133/- 
Staffs fdry. No.3 .. 133/- 
Northants fdry. No. 3 131/6 
Cleveland fdry. No. 3 133/- 
Cylinder and Refined Irons. 
North Zone. . 174/- 
South Zone. , 176/6 
Refined Malleable. 
Birmingham and §. Staffs 171/6 


Cold Blast. 
South Staffs 220/6 


* Prices of hematite ak basic pig-iron, and of 
foundry and forge iron with a phosphoric con- 
tent of not less than 0.75 per cent., are subject to 
a rebate of 5s. per ton under certain conditions. 


SEMI-FINISHED STEEL 
Re-rolling Billets, Blooms and Slabs. 


Basic : £ s. d. 
Soft, u.t., 100-ton lots . BSss 
Tested, up to 0.25% C. .. 1210 0 
Tested, 0.25 t0 0.33894, C. 1212 6 
Tested, 0.33 t00.41%C. 1215 0 
Hard (0.42t00.60%C.) .. 1317 6 

» (0.61t00.85%C.).. 14 7 6 
» (0.86t00.99%C.) .. 1417 6 
» (1% C. and up) ~~ wes 
Silico-manganese .. -- 1465 0 
Free-cutting se -» 1410 0 

Sremens Martin Acip: 

Up to 0.26% C. .. os. 3638 6 

Case-hardening .. -- 1612 6 

Silico-manganese .. -- 16 5 0 

Billets, Blooms and Slabs for Forging 
and Stamping. 

Basic soft, up to0.25%C. .. 1317 6 

Basic hard, 0.41 to 0.60% C. 1410 0 

Acid, up to 0.25% C. . 6 E @ 

Other Semi-products, etc. 

Tin bars a se « 2B? s 

Sheet bars... - 122 6 

*Wire rods, ‘soft basic in ae a 

‘ hard basic ~~ ee 2 © 
“ free-cutting .. 20 2 6 
acid 2413 6 


* Subject to sina. 
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FINISHED STEEL 
Usual district deliveries, 


[A rebate of 15/- per ton for steel bars, sections, 








plates, joists and hoops is obtainable in the home 
trade under certain conditions.] 
ga € 
Plates, ship (N.E. Coast).. 16 3 90 
Boiler pits. (N.E. Coast) .. 17 © 6 
Chequer plts. (N.E. Coast) 1713 0}-— 
Angles, over 4 un. ins. 15 8 0 
Tees, over 4 un. ins. ws we 8 6 
Joists, 3 in. x 3 in. and up 15 8 9}— 
Rounds and es 3 in. Y 
to 54in. .. -- 16 8 OFF 
Rounds under 3 in. to § in. 
(untested) 17 12 
Flats—over 5in. wide . 15 13 
» Sin. wideand under .. 17 12 
Rails, heavy, f.o.t. 14 10 


Hoops ‘ 

Black sheets, 24g. (4-t. lots) 22 15 
Galv.cor.shts. ( , ) 

Galv. flat shts. ( ,, 


Galv. fencing wire, 8g. plain 26 17 


FINISHED IRON 


CROWN IRON: 
England and Wales 
Scotland .. ; 
Ireland, f.o.q. 

No. 3 BARS: 
England and Wales 
Scotland ; 
Ireland, f.0.q. 

No. 4 BARS: 
England and Wales 
Scotland : 
Treland, f.o.q. 

StrIp : 

England and Wales 


STAFFS MARKED BARS, fo8.:. 


AMERICAN IRON AND STEEL 
At Pittsburgh unless otherwise stated, 


No. 2 foundry, Phila. 

No. 2 foundry, Valley 
No. 2 foundry, Birm. 
Basic, Valley a 
Malleable, Valley. . 

Grey forge, Valley 
Ferro-mang., seaboard 
O.-h. rails, h’y, at mill .. 
Billets 

Sheet bars. . 


Iron bars, Chicago 
Steel bars 

Tank plates 

Beams, etc. 

Wire rods 

Skelp, grooved steel 
Steel strip 

Steel sheets ; 
Sheets, galv., 24 e. 
Wire nails 

Plain wire 
Tinplates, 100-Ib. ‘box 


COKE (at ovens) 


Welsh foundry 
» furnace 
Durham foundry 
» furnace .. 
Scottish foundry. . 
»  furnace.. 


TINPLATES 
I.C. cokes 20 x 14 per box 


» 2x a 
» 20x10 in 
» 18x ,, 
20 x 14 - 
> axe o 
» ax @ “a 
» exe «w 


CW... 


) 26 12 


a 

@ 

1 Ls - 
APmMROOCAOOCOS 


_ 
w 
_ 
to 

aao 


13 17 
13 12 


aoaom 





17 0 0 
18 10 0 


Dols, 


25.84 
24.00 
20.38 
23.50 
24.00 
.- 23.50 
-- 120.00 
40.00 
34.0 
34.0 


Cents 
2.25 


ne 
— 
on 


To bow to tom Po tots 
SSasssssss 


a 


48/9 to 50/3 
36/9 to 38/0 
46/9 

.. 35/6 
47/3 to 52/3 





30/9 
61/6 
44/3 
32/- 
28/6 
57/- 
42/3 to 42/9 
30/- to 30/6 
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NON-FERROUS SCRAP Clean fired 303 S.A. cartridge £ s. d. NEW BRASS TUBES, etc. Per lb. PHOSPHOR BRONZE 
| (Official Maximum Prices, per ton ex cases 47 0 0 Solid drawn tubes .. 133d. Per lb. basis 
Works.) 70/30 turnings, clean and baled 43 0 © Brazed tubes .. 153d. Strip 13}. 
£ s. d. Brass swarf, clean, free from Rods, drawn .. lljd. Sheet to 10 w & 14}d. 
Bright untinned copper wire, iron and commercially dry 34 10 0 Rods, extd. or rild. 83d. Wire 15§d. 
in crucible form or inhanks 57 10 0 New brass rod ends, 60/40 Sheets to 10 we: 108d. Rods 153d. 
No. 1 copper wire 57 0 0 quality , 38 10 0 Wire 10gd. Tubes .. 21d. 
No.2 copper wire .. 55 10 0 Hotstampings and fuse metal, Rolled metal . 10d. Castings - on 17d. 
Copper firebox plates, cut up 57 10 0 60/40 quality : 38 10 0 Yellow metal rods 84d. Delivery 3 cwt. free. 
sections, #ue@2 untinned copper,cut up 5610 0 Admiralty gunmetal, 88-10-2 10% phos. cop. £35 above B.S. 
he home @Braziery copper 53 10 0 containing not more than COPPER TUBES, etc. 15% phos. cop. £40 above B.S. 
QF. process and shell-case 4 per cent. lead or 3 per cent. Solid drawn tubes 15d. Phosphor tin (5%) £40 above 
8. Gi brass, 70/30 oy. free zine, or less than 94 per Brazed tubes .. 15d. price of English ingots. 
° O08 from primers 49 0 0 cent. tin wa -- 72 0 0 Wire 93d. C. Ciirrorp & Son, Lirrep. 
0 6 
P13 0 
> 8 0 
} 0 AVERAGE MONTHLY PRICES OF FURNACE COKE D/D MIDDLESBROUGH 
) 1) 
Year. January. | February. March. April. May. June. | July. | August. September. | October. | November. December. ona 
> 8 0 2a = PASE Ree eee ae ie eer. eR ie SN re. a 
£s.d.| £8.4 | £8. d. £s.d.| £8. d. €s.d.| £8. da | £8. 4. £8. 4. £8. d. £s.d.| £8. 4, £8. 4. 
7 12 i909 016 0 | O15 3 015 0 014 9 015 6 015 9 015 6 015 6 016 6 017 +O 017 6 | #O17 0 0 15 113 
513 0 1910 018 44; O18 63 018 O 018 0 0 17 103 017 0 016 1% 015 94% 015 11 016 0 015 9% 015 8 0 16 11 
Bo 911 016 0 | O15 103 015 6 015 3 014 9 014 6 014 6 014 6 014 6 0 14 113 015 08 016 34| O16 1g 
712 Ofi2 017 3 017 3 018 6 0 18 10 019 0 019 44/ 01910¢/ 1 0 9$| 1 2 9 1 4 1¢/ 1 5 8] 1 8 6 110 
410 Gis 15 9 7 on 15 0 15 0 1 4 94 1 0 44 019 5} 018 3 080 018 2¢| 018 6 018 6 3 
3 0«C7:«Og gale 018 2 017 1 017 0 017 0 017 4 017 6 017 6 018 5 08 4 017 9 017 6 018 5& 017 8 
Ean 1915 017103! 017 9 1 0 43 17 7 1 9 4% 110 73 19 7 ives iss ee 1 9 6 113 0 161 
2 15 OB pi6 mM 8 | 110 6 110 6 110 6 110 6 110 6 110 6 110 6 110 6 110 6 110 6 110 6 110 6 
B 2 61917 110 6 | 110 6 110 6 110 6 110 6 110 6 110 6 110 6 110 6 110 6 | 114 3 115 6 111 2 
8 12 gis 115 6 115 6 115 6 115 6 115 6 115 6 115 6 115 6 115 6 115 6 | 115 6 115 6 115 6 
. 1919 115 6 115 6 115 6 115 6 21 6 ..s 239 210 6 210 6 210 6 210 6 | 210 6 2 3 6 
417 6 Bi20 2123 | 2 0 219 0 219 0 $38 3 6 0 3 6 0 3 6 0 3 6 0 360] 360 3 6 0 3 2 6 
1921 3 1 OF 219 0 216 0 270 26 6 26 6 2 0 6 20 0 113 11 112 9 | 110 4% 1 8 3 283 6 
1922 1 7 03 1 8 1% 1 9 7 1 8 43 1 7114 : 7s 1 6 93 1 6 10} 1 7 0} 110 2 110 0 1 9 11% ; 8s 
1923 in 3 114 6 2 0 1} 2 2 8} 24 44 2 2 103 21 0% 21 6 20 93 118 9 | 118 8 118 3 119 7 
: 1924 116 63 | 114 9 111 113 110 Of 18 1 7 8 17 3 1 6 3 160 15 0 | 1 5 0 1 6 O 19 56 
; 8. d, B95 1 4 103 1 4 1% 113 3 1 2 43 1 2 2} 1 1 5&3 1 1 3% 149 0 18 104 018 44| 019 63 1 1 4% 128 
1926 12 13/ 109 019 24] 018 63 . . * * * * * 15 0 1 1 1} 
5 12 6g? ae 1 4 93 te 13 9 126 1 0 8} 019 44 019 0 018 74 018 0 | 017 103 017 6 . 2 
. 1928 017 6 0 17 103 018 04 017 114 017 8 017 64 017 73 017 63 017 6 017 7 017 7 017 6 017 8 
5 12 6 Biv29 017 73 018 0 019 0 019 63 0 18 104 0 19 104 i + a 1 1 8} 13 0 7238); :i3 8 1 3 1% 109 
6 5 0 30 1 2 6% 118 103 019 14% 017 7 0 16 104 016 6 016 6 016 9 017 0 017 0 017 0 018 2 
1981 017 0 016 7% 016 0 016 0 01511 015 5 015 1 015 0 015 0 016 9 017 0 016 6 016 0 
- 1982 017 0 0 16 114 016 54 015 9 015 73 015 6 | 015 6 014 93 014 64 014 6 014 6 015 4 015 6 
2 10 0 Bis3 016 03 0 15 113 015 64 015 6 015 6 015 6 | 015 6 015 8} 016.14} 017 0 | O17 6 018 0 016 1 
3 12 6 91934 019 4% 1 0 6 10-13 100 100 $86} 142” 100 100]; 100] 100 10 0 oa 
3 2 6085 10 0 019 6% 019 Of 019 0 019 0 019 0 | 019 0 019 0 018 93 018 9$| 019 53 ee 019 3 
“ ° Buse 120] 1 2114] 1 8 2 140 1 4113| 1.5 32] 1.5 13] 1 4 7] 1 4 6 1 4 6 ,é¢6 146 141 
1987 15 6 | 1 5 10% 2 2 112 93 115 0 119 3% 118 64 20 0 2 0 3 2 1103| 2 2 0 220 116 1 
3 O 038 2 0 13 116 73% 116 6 116 6 116 6 113 93 | 111 113 111 6 111 6 111 6 3 8 111 6 113 9 
3.17 6939 126 1 8 0 1 8 0 1 8 0 18 0 2so) 18,0 1 8 0 1 8 0 180] 118 0 113 0 1 810 
1940 113 0 1 14 103 115 6 115 6 115 6 115 8 1 16 113 117 5 117°5 | 117 5 | 1190 9% 119 6 116 6} 
312 6 Bhiog 119 6 119 6 119 6 119 6 119 6 - - — = ees = = 
700 * Strike period. || Five months. 
8 10 0 
TEEL 
stated, 
Dols, 
25.84 
24.00 
20.38 LIMITED 
23.50 
24.00 UT Teds | a-e  - ae  e) OF-) ee) =) fey. omy es eo), Lele), Al = one 
23.50 . 
120.0 
40.00 
34.0 
34.00 CLARENCE CHAMBERS, 398, CORPORATION STREET, BIRMINGHAM. 
Cents 13, RUMFORD STREET, LIVERPOOL. 
2.20 
2.15 
2.10 
7 omen 
1.90 
2.10 
2.10 
3.50 
2.55 
2.60 
$5.0 
All grades FOUNDRY, HEMATITE, BASIC, SPECIALS, &c. 
9 to 50/9 
9 to 38/9 _ 
46/9 
35/6 
3 to 52h COPPER, TIN, LEAD, SPELTER, ANTIMONY, CHROME ORE. 
. LIMITED 
CENTRAL CHAMBERS, ZETLAND ROAD, 
he = 1 @) 2 ae eC] CLO) Fa Oa MIDDLESBROUGH. 
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Notice 
Small Advertisements in this section of the 
Journal are accepted at the prepaid rate 
Se on eee Se entintny Wee and 3d. 


ine oe — 
inimum charge for one insertion 4/- 

Instructions for these advertisements, accompanied 
by a remittance, are accepted up to FIRST POST 
WEDNESDAY MORNING for insertion in the 
current week’s issue. All communications to be 
add to the Advertisement Manager, Founpry 
Traps Journat, 3, Amersham Road, High Wycombe, 
Bucks. The Proprietors reserve the right to refuse 
any advertisement they consider unsuitable. 





SITUATIONS VACANT AND WANTED 





JKOUNDRY MANAGER, live wire, with 
excellent record, open for immediate en- 
gagement. Familiar with progressive methods 
of foundry production, high-grade repetition 
light and heavy engineering castings up to 15 
tons. War Office and Admiralty specifica- 
tions. High-duty irons. Technically trained. 
Capable of taking entire charge and guarantee 
results. Inquiries as to career solicited—Box 
792, FoUNDRY TRADE JOURNAL, 3, Amersham 
Road, High Wycombe. 





PRACTICAL Iron Foundryman desires posi- 
tion as Manager or Foreman (Head), 
jobbing and repetition, light and medium. 21 
years in full charge last position—Box 782, 
FouNDRY TRADE JOURNAL, 3, Amersham Road, 
High Wycombe. 





METALLURGIST (qualified), 25 years’ ex- 
perience steel and iron production, test- 
ing and research, pyrometry, analysis, micro- 
scope. Plant maintenance, progress and 
control. Skilled worker. Engagement any 
capacity considered—Box 788, FOUNDRY 
TRADE JouRNAL, 3, Amersham Road, High 
Wycombe. 





(GREY IRON FOUNDRY, within twelve 
miles of Birmingham, engaged on machine- 
tool castings and cast-iron baths, require a 
first-class head foreman moulder; must be 
fully experienced and with first-class knowledge 
of core making. Able to control labour and 
fix piecework rates. Tonnage about 50 tons 
per week. Excellent opportunity for the right 
type of man with the experience required.— 
Box 790, FOUNDRY TRADE JOURNAL, 3, Amer- 
sham Road, High Wycombe. 


JFOUNDRYMAN. Old-established firm of 

ironfounders wishes to obtain services of 
first-class Foundry Manager skilled in pro- 
duction of small and medium repetition and 
jobbing castings solely for Admiralty and Air 
Ministry contracts. Salary obtainable at least 
£1,000 per year plus directorate later if satis- 
factory—Box 800, FoUNDRY TRADE JOURNAL, 
3, Amersham Road, High Wycombe. 








WANTED.— Foundry Foreman for Malle- 
able Foundry producing 20 to 30 tons 
per week. Used to spray work, plate mould- 
ing and loose work.—Reply, giving full par- 
ticulars and salary required, Box 798, FOUNDRY 
TRADE JouRNAL, 3, Amersham Road, High 
Wycombe. 





EMPLOYMENT REGISTER. 





Oorrespondence should be addressed to the 
General Seorstary, Institute of British Foundry- 
men, St. John Street Ohambers, Deansgate, 
Manchester, from whom full particulars can be 
obtained of this service. 





FFOUNDRY MANAGER requires position. 

Good experience small and medium cast- 
ings in grey iron, malleable and high-duty 
iron, repetition and jobbing. Sound metal- 
lurgical training. (408) 





METALLURGIST with practical iron- 
foundry experience seeks works position. 
(409) 





FINANCIAL 


MACHINERY—Continued 





To NON-FERROUS FOUNDERS, Mid- 

lands.—Required to purchase outright or 
acquire active interest in an established Mid- 
lands Non-Ferrous Foundry. Capital available 
and able to introduce connection and an expert 
management experience.—Reply in strict con- 
fidence to “ MANAGER,” Box 776, FOUNDRY 
TRADE JOURNAL, 3, Amersham Road, High 
Wycombe. 





MACHINERY 


WANTED.—Modern Cupola, to melt three 

to four tons an hour. New or second- 
hand.—Box 794, FoUNDRY TRADE JOURNAL, 3, 
Amersham Road, High Wycombe. 








WANTED. Cupola, 46-in. shell diameter, 
drop bottom. State full particulars in 
reply.—Box 802. FOUNDRY TRADE JOURNAL, 3, 
Amersham Road, High Wycombe. 
FrOR SALE.—One Morgan 250-lbs. Coke- 
fired Tilting Furfiace, lip axis type, com- 
plete with fan and motor, 3 phase, 50 cycles, 
400 volts; and two new 200-lbs. Morgan 
Crucibles, £40. Also one Foster Miniature 
Indicating Pyrometer, range 0-1,300 deg. C., 
36 in. long, £6, requires calibrating, otherwise 
in first-class condition—Apply, Kaye & Co. 
(HUDDERSFIELD), LTp., Moorbottom Ironworks, 
Huddersfield. 








PNEUMATIC MOULDING MACHINES 

Tabor (Macnab) Vert. Turnover, table 
approx. 40 in. by 30 in. 

Tabor 21 in. by 16 in. squeeze. 

Zimmerman Type R.P.W.2 Jolt Squeeze 
turnover, table 36 in. by 20 in. 

Mumford Type (Jackman) Swing Headpress, 
13 in. by 15 in. and 14 in. by 16 in. 

Mumford Pneumatic Core Jolters having 
15-in. by 20-in. and 12-in. by 12-in. tables. 

Britannia No. 1 “Coventry” Pneumatic 
Turnover Jarr Ram, table 30 in. by 28 in. 

Bonvillain Hydraulic Rollover, sizes R3 and 
R5; fixed type size M1. 

50 Air Compressors; 500 Electric Motors, 
Dynamos, etc. 


S. C. BILSBY, amicsz, amM.zz. 
CROSSWELLS ROAD, LANGLEY, 
Nr. Birmingham. 

*Phone: Broadwell 1359. 








(CUPOLA, Alldays No. 1 Dwarf Type, with 

direct-coupled motor-driven Fan, 400/440 
volts; 2.5-h.p. Motor, with Starter, almost 
new.—GEo. HENDERSON, Ltp., 18, Forth 
Street, Edinburgh. 


FANS. CUPOLA BLAST, Keith Blackman; 

1 with 35 h.p. motor; 1 with 30 h.p. 
motor and Star Delta  starter—Offers to 
SMITH, PATTERSON & Co., Ltpb., Pioneer 
Foundry, Blaydon-on-Tyne. 





THO* W. WARD, LTD. 

Vickers-Spearing Water-Tube Boiler, 40,000 
lbs. evaporation, heating surface 7,710 sq. ft., 
superheater, stokers, etc.; w.p. 210 Ibs. per 
sq. in. 

Stirling Water-Tube Boiler, 40,000 Ibs. 
evaporation, heating surface 8,889 sq. ft., 
superheater, stokers, etc.; w.p. 210 Ibs. per 
sq. in. 

Ditto, 30,000 lbs. evaporation, heating sur- 
face 6,155 sq. ft., w.p. 210 lbs. per sq. in.; 
and one ditto, of 30,000 lbs. evaporation, heat- 
ing surface 5,575 sq. ft., w.p. 210 Ibs. per 


sq. in. 

FIVE LANCASHIRE BOILERS, 30 ft. by 
8 ft. by 120 lbs. w.p. 

Large and varied stock good ROLLED 
STEEL JOISTS, ANGLES, CHANNELS, 
ROOF PRINCIPALS, etc., lying in various 
parts of the country. 

Low PRICEs. Quick DELIVERY. 
Write for “ Albion” Catalogue. 
ALBION WORKS, SHEFFIELD. 
Grams: “Forward.” ‘Phone: 26311 (15 lines), 


NEw Dwarf Cupola, to melt 10 to 15 cwts. 

per hour; New Worm-geared Ladles, 4- 
tons, 2-tons, 30-cwts., 20-cwts., 15-cwts. and 
10-cwts. capacity; also Osborn Cupola Spark 
Arresters.—T. Davies & Son, West Gorton, 
Manchester, 12. 


SAND MLXERS AND AERATORS.—The 
“ Breakir” Centrifugal Machine is THE 
machine. Outputs 10 cwts. to 8 tons per hr.— 








W. Breatey & Co. Ltb., Station Works, 
Ecclesfield, Sheffield. 
MISCELLANEOUS 





A NON-FERROUS FOUNDRY in South- 

East London requires good class repeti- 
tion odd side work.—ANCASTER FOouNDRY, 
Ltp., 88, High Street, Beckenham, Kent. Tel.: 
Bec. 3434. 


FURNACE CAPACITY 


available for certain types of Heat 
Treatment in large Muffle Chambers 
(maximum length II feet) at tem- 


peratures up to 950° Centigrade. 
A.l.D. APPROVAL 


NATIONAL ENAMELS LIMITED, 
53, Norman Road, Greenwich, 


London. S.E.10 
Telephone: Greenwich 2266/7, 2429 


MALLEABLE FOUNDRY, engaged in pro- 
= ducing first-quality repetition Malleable 
Castings for the motor trade, shipbuilding 
trades, etc., have capacity available. Competi- 
tive prices, quick deliveries—Box 796, 
FOUNDRY TRADE JOURNAL, 3, Amersham Road, 
High Wycombe. 


ATTERNS IN WOOD AND METAL for 

all branches of Engineering. Moulding 

methods carefully considered—FurmMsTon & 
Lawior, Letchworth. 


VV ANTED urgently, all types of Foundry 
Boxes.—LENNOX FOUNDRY Co., Ltp., 
Glenville Grove, London, S.E.8. 


PATTERNS 


Thirty Years’ Experience in Supplying 
Patterns to the Trade. 
Keen Prices and Good Delivery for alt 
types of Patterns. 
May we quote you? 
COOKE BAILEY LIMITED, 


MORLEY STREET and CLOUGH STREET, 
HANLEY, STOKE-ON-TRENT. "PHONE 2627 


























"Phone: 22877 SLOUGH 


Two TABOR split pattern power draft 
jolt squeezers. 


Three NEW Zimmerman Jolt pattern draw 
machines for 20” x 16” max. boxes. Type 
J.L.O. uaused. 


UTARD Jolt Squeezer 18” x 18” New. 


NEW PIT FURNACES 150 Ibs. capacity, oil 
or coke fired. £35 each. 


NEW SHOT BLAST CABINET PLANTS 
with motor driven Exhaust Fans, complete, 
all sizes. Prompt delivery. 


Modern 60° Jackman Sandblast Table. 


Tilghman cabinet sandblast, 4’ cube; 
secondhand. 


Avex. HAMMOND, ”*stc?cnenee”*”” 


14, AUSTRALIA ROAD, SLOUGH 
BUY FROM ME AND SAVE MONEY. 
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CASTINGS/<z. | [“COPACITE” ° 
FOR. AN i NGS FOUNDRY ” 
MOTOR TRADES,| “srarrs CANADIAN 
&c. 35112 WIELENHALL. SULPH ITE LYE 
“ STAR FOUNDRY, POWDER 


Castings Sand-Blasted. WILLENHALL.” 


WILLIAM HARPER, 
SON «Co. wumaw Ltd, 


Malleable and Soft Grey Ironfounders. 


* for the FOUNDRY TRADE 


PACKED IN 50 LBS. BAGS 
WILL NOT CAKE, IF STORED IN A DRY PLACE. 


Trenmans Ltd.,"*‘Rivermead” Annexe, Thames Street, 


Telephone : Sunbury-o-T 2393-4. 






























Established 75 years. 


JAMES DURRANS @& Sons, LTD.'S 


PHCENIX WORKS and PLUMPTON MILLS. PENISTONE 


Telephone Penistone 2! Blacking, Penistone 


PLUMBAGO 


CORE GUM. PARTING POWDER 
COAL DUST. TALC & TERRA FLAKE 
GANISTER. FOUNDRY SUPPLIES 


FAMOUS THROUGHOUT THE WORLD 


WRITE FOR FREE SAMPLES AND DEMONSTRATION. 


Telegrams: 




















earner 
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SAND & LOAM MILLS 


WITH 


STATIONARY SELF DELIVERING PAN 
AND ELECTRIC MOTOR DRIVE 





SIZES FROM 3’ 6” dia. to 6’ 0” dia. 





EASTON & JOHNSON LTD. 


ENGINEERS 


TAUNTON ‘"3i° 

















METAL TREATMENT 


... The most widely-discussed journal in the world 
of metallurgy. It will be sent each quarter to you, post free, for the low 
yearly subscription of FIVE SHILLINGS. 


INDUSTRIAL NEWSPAPERS LTD., 3, Amersham Road, High Wycombe, Bucks. 


Telephone : HIGH WYCOMBE 1792 (3 lines) 




















BEHIND THE SCENES IN 
THE NATIONAL EFFORT 


THE GOVERNMENT AND 
COMMERCIAL ADVERTISING 





The Government’s attitude to commercial 
advertising in war time was defined by the 
Rt. Hon. Oliver Lyttelton, President of 
the Board of Trade, in the House of 
Commons on March 27th, in these words :— 





S MORE AND MORE COMBUS- 
TIONEERS ARE PLAYING THEIR 


‘* T must say one word about brands and 
PART. 





Precision in temperature control, greatly trade marks. Most people desire to 
reduced apersting ceete, tere yulnere- keep their brands and trade marks in 
bility to enemy action, use of home : : ia 
amen Seana ae. amang the front of the public, and I think it is 
chief reasons. 
9 Your enquiry will receive prompt atten- interesting to see that in many tne 
or stances where manufacturers are 
COMBUSTIONEER AUTOMATIC STOKERS , 
for all kinds of Steel Furnaces, Core and engaged un Government work they are 
Mould Stoves, etc. : : a 
keeping their brands in front of the 
k. . . 
MIRRLEES, BICKERTON eptcta iit public by means of advertisement. 
& DAY, LIMITED MIRRLEES, BICKERTON & F.TJS : 

HazelGrove,Stockport | DAY LIMITED. We shall give all the help we can to 
Without obligation we should be pleased ° * ”° 
to receive a copy of your Industrial Stoker keeping alive these trade marks. 
Catalogue. 

PIN THIS COUPON TO YOUR CARD 





OR NOTEPAPER. eae 





dm 64] 
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SANDSLINGERS 


FOR 
EXPRESS 





RAMMING 























The Tractor Sandslinger eliminates hand shovelling and hand 
ramming from moulding operations. — As it travels down the 
foundry, under its own power, it lifts the sand from the floor 
sand pile, riddles, aerates, and rams it into the moulds. — It 
is extensively used along with stripping plates and other devices 
(towed by the machine) for the quantity production of medium 
and light-weight castings of all types. — A completely automatic 
and powerful ramming unit operated by one man. 


All electric. — Push button control. 


FOUNDRY PLANT & MACHINERY LTD. "* ik82ov."™ 
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A @ POINT PLAN 


FO INCREASE 
WAR PRODUCTION 


A MESSAGE TO MANAGEMENT. 


In a recent broadcast speech, Mr. Ernest Bevin, Minister of Labour and National Service, 
showed how urgent was the need for more workers — especially women —in Great Britain’s 
War Industries. Employers who are playing their part in the drive for greater and still 
greater war production will find this 4-point plan a sure guide. 


HERE ARE THE FOUR VITAL POINTS LAID DOWN BY 
THE MINISTRY OF LABOUR. 


j Skilled men are needed for the really skilled jobs. 
Be sure that each of your men is employed up to the very 
limit of his skill, Combat skilled labour shortage by 
breaking down processes wherever you can, and by training 
up your workpeople, men and women, to jobs of greater 
skill. 


2 Training Schemes must be developed to the greatest 
possible extent. Take in more new workers for training 
on the job in your own works. Remember that the 
Government will help you with semi-skilled men and 
women trained under official schemes. 


3 + =‘Prepare, now, to employ more and more women. 
Look constantly to women for your new recruits: they are 
excellently suited to many types of semi-skilled work. 
Hundreds of thousands must enter war production this 
year and every factory must play its part. 


4 Efficient personne) management is_ essential. 
Remember that you must secure the whole-hearted co- 
operation of your workpeople. Look closely to their 
welfare. Many of them may be new to industry: be 
patient and help them all you can during the first difficult 
weeks. A little foresight will reduce your labour turnover. 


w 
MOBILISE FOR \WATJis 


mSSUED BY THE MINISTRY OF 


THE MINISTRY OF LABOUR AND NATIONAL SERVICE 
HAS DISTRIBUTED A GUIDE TO THE EMPLOYMENT 
AND WELFARE OF WOMEN WORKERS. EVERY RE- 
SPONSIBLE EXECUTIVE—WHETHER HE BE EMPLOYER 
OR MANAGER—MUST INSIST ON SEEING IT. 


You should make a special point of reading the new booklet 
*THE EMPLOYMENT OF WOMEN. .SUGGESTIONS 
TO EMPLOYERS.” Problems created by the increasing influx 
of new women workers into war factories are dealt with clearly 
... concisely ; and the suggestions contained in the booklet will 
be of interest and great value to YOU! If you have not yet 
received your copy, instruct your secretary to write for one 
TO-DAY, to the local Employment Exchange, asking for 
pamphlet P.L. 87/1941. 





These are the contents in the Booklet: 
1 Appointment of aWoman 4 Interviewing of candidates. 


Personnel Officer. 5 On engagement. 
2 j Wi ; 
—- One be oman 6 On reporting for duty. 


3 Consultations preparatory 7 During first month of 
to the introduction of employment. 
Women. 8 Working hours. 














AB 


LABOUR & NATIONAL SERVICE 


JUNE 26, 1941 
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THOMAS 


GRAY 


& CO. LTD. 


LONDON. 


FURNACE DAUBS. MONOLITHIC LININGS. 

DRYING STOVES. CRUCIBLE FURNACES. 

PARTING POWDER. IRON CEMENT. 
PURE AIR HEATERS. 





119, HIGH HOLBORN. 








BRITISH MADE 


Correct those 
Defective Castings 
with 


SCOLS 


IRON & STEEL 
CEMENTS 


@WweE CAN SUPPLY ANY 
SPECIAL GRADE OR COLOUR 
TO MEET YOUR REQUIREMENTS 


SEND FOR SAMPLES 


SCOLS ALUMINIUM FILLING 
FOR ALUMINIUM CASTINGS 


SCOLS BAR BENDERS FOR 
CORE-IRONS, GAGGERS, ETC. 


a 
MAJOR, ROBINSON 
& CO., LTD., 
Scols Works, EASTNOR ST. 
MANCHESTER, 15 


Telephone : Trafford Park 1760 
Telegrams : Blowpipe, Phone, Manchester. 














THE STAVELEY COAL & IRON C2 L™® 


P— ee ag ee ee. © wv TTT? [aT TATOAMTU TRTRATAT rare AT 


shoe 


i 
CHESTERFIELD. 





Trwr 96 1041 
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THOUSANDS OF FOUNDRYMEN 
NOW PROTECT THEIR FEET WITH SP ECIAL “Gq” QUALITY 




















NEILD 
SAFETY FIRST CUPOLA BRICKS 
BOOTS 
Works: Mines: 
Molten metal cannot HOMER HILL, RAVENSITCH, 
possibly enter BRETTELL LANE, SOMER HILL, 
TINTAM ABBEY. CROWK, 
CROWN, DELPH. 





G. NEILD, VIADUCT WORKS, VIADUCT ROAD, LEEDS, 4. 


RAMMED LININGS 





FOR DD 
a 


“SILACENE "AND “RAMOLITH.” Blast Furnace Linings 
(REGISTERED) (REGISTERED) and Stove Bricks 


wos. «§ GRAY + Special “F.R.D.” Coke Oven Bricks 
LONDON. (High Silica Quality) 


D D all mines 


.. or is it just a glorified stir? For real mixing means the 
bringing of the various ingredients into a true homogeneous 
batch, with the proportions of the materials correctly main- 
tained throughout. Comparison ofordinary mixer blades of 
fanciful shapes with the scientifically designed intermeshing 
blades of the Beken Duplex Mixer explains the difference. 
The work is done between the blades of the Beken Duplex 
Mixer and not between the blades and the pan... and it is 
done more quickly and economically! But full details of the 
working of these machines... and the range of models... . 
will be found in the ‘*Beken” catalogue, obtainable on 
application by return of post. 


) eRe do 


LAVINO (LONDON) LTD. _E. HUNT & €0., LTD. 


29 MINCING LANE, LONDON, E.C. 3 RIPPLE ROAD, BARKING, ESSEX 
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THOS. €E. GR AY & CO. LTD. 


LONDON. 


EST. 1877. 
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ALBERT SMITH & CO., 


60, St. Enoch Square, 
Centr 3508 GLASGOW, C.1. nea Gees 


FOR 
COMPLETE 
FOUNDRY SERVICE 
PLANT TOOLS 

FURNISHINGS 


EVERYTHING FOR THE FOUNDRY 











4 [Wy cdford Works, Maryhill, Glasgow 














PHEC 


MECHANICAL 
HANDLING 
PLANT SPEEDS 
MUNITIONS 








The same“Phec’’Cranes, 
} Conveyors, Hoists! and 
} Runways which passed 
all tests of speed,smooth- 
\ness and reliability in Peace-time are now actively 
engaged in the handling of munitions and equip- 
ment of War. 

This Peace-time efficiency now enables us to make 
our products a real factor in the speeding-up of 
War-time production. 

}We look forward to the time when our Plant will 
again be used for normal activities and “Phec” 

| Equipment will once more carry the loads[of Peace. 


PATERSON HUGHES {ENG. 


ania LIMITED, GORST ROAD, PARK ROYAL, LONDON, N.W. |! 





Willesden 6982 
Maryhill 172/3 




















REDUCE YOUR LABOUR PROBLEMS 
AND 
LOWER YOUR COSTS 
BY 
EFFICIENT PLANT 
— Deliveries 


i w. 


MOLINEUX 


(FOUNDRY EQUIPMENT) LTD. 
Suyuts LANE - WOLVERHAMPTON 
































ACCURATELY DRILLED AND REAMERED 








ALL BOXES INTERCHANGEABLE 
SIZES & SHAPES TO REQUIREMENTS 


A leo of 
THE ‘BEE’ CORE DRYING OVEN 


COAL on ek. @ = OR GAS FIRED 


BILSTON STOVE « STEEL TRUGK iro 
BILSTON STAFFS. | 
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No 34/489 
LO DeerrEXCE D 


10 CWTS. 











Tel: Altrincham 2246 
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This Wheelabrator installation, one of the largest 
of its kind, is in operation at the English Steel 
Corporation Ltd. It was specially adapted to 
deal with large cored castings. Two Airless 
Wheelabrator units are mounted in the cleaning 
chamber, and the rotating table, controlled by 
push button, brings the work under the blast 
streams. It then proceeds round to a Sand Blast 
room (seen on the left) where the portions of the 
work which the abrasive streams cannot reach 
are touched up by pressure blast. 


Airless Wheelabrator equipment can be supplied 
in many standard designs, or adapted to deal with 
your special work. Write for full particulars. 
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